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When it comes to ELECTROPLATING 
and allied operations, one name 
means most to the men who buy... 
H-VW-M ... the manufacturer who 
supplies every major requirement 
in processes, equipment and supplies. 
Single source? ... Yes, and what’s 
more important — single responsibility. 








PLATEMANSHIP is H-VW-M’s unique combination of: the most 
modern and complete laboratory for testing and development 

. the ability to provide complete equipment and supplies 
for every plating and polishing need .. . the complete back- 
ground of knowledge and experience in every aspect of 
plating, polishing, cleaning and anodizing. 


HANSON—VAN WINKLE—MUNNING COMPANY, MATAWAN, NEW JERSEY 
PLANTS: MATAWAN, NEW JERSEY ® ANDERSON, INDIANA 


SALES OFFICES: ANDERSON * BALTIMORE * BOSTON * CHICAGO * CLEVELAND * DAYTON * DETROIT * GRAND RAPIDS 
LOS ANGELES * LOUISVILLE * MATAWAN * MILWAUKEE * NEW YORK °* PHILADELPHIA * PITTSBURGH * ROCHESTER 
SAN FRANCISCO * SPRINGFIELD (MASS.) © ST. LOUIS * STRATFORD (CONN.) * UTICA * WALLINGFORD (CONN.) 


INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES - EQUIPMENT - SUPPLIES 
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NUMBER 6 JUNE, 1954 


Forty-First in New York 


Of course, we are referring to the forthcoming annual convention 
of the American Electroplaters’ Society which will be held in New York 
on July 12-15, and we are taking this last opportunity before the event 
to remind our readers that they should make every effort to attend. 


Perusal of the convention program, which appears in this issue of 
METAL FINIsHINé, will indicate the extent to which the New York Branch, 
and especially the committee members, have gone to insure an outstand- 
ing affair. This will be no mere social get-together, but a meeting which 
promises the metal finisher an invaluable opportunity to augment his 
experience. He will surely profit from an examination of the exhibits of 
numerous finished products. He will hear descriptions of new develop- 
ments directly from a number of the most prominent authorities in the 
field. And, last but not least, he will be able to participate with other 
members of the fraternity in the exchange of ideas which always go far to 
broaden one’s technical outlook. 


To enable the conventioneers to take advantage of these opportuni- 
ties, complete arrangements have been made to keep their ladies fully 
preoccupied during the technical sessions with a schedule filled with 
numerous divertisements in which the great metropolis abounds. There 
will be no excuse to leave them at home lest they be forced to endure four 
days of boredom; New York has too much to offer for that. 


The New York Branch is to be congratulated on a program which, 
we are certain, will rank high on the list of long-remembered conventions. 
Along with our best wishes for a successful meeting, we extend our com- 


pliments on a job well done. 





METAL FINISHING, June, 1954 






79 


ALES. TO HOLD 41st ANNUAL CONVENTION 
AT NEW YORK CITY, JULY 12-15 


Dr. George P. Swift 


Supreme President 


FTER a lapse of 17 years, the 

New York Branch will be host to 
the Annual Convention of the Amer- 
ican Electroplaters’ Society to be held 
at the Hotel Statler, New York City, 
July 12-15. General Chairman George 
Schore and his committee have gone 
all out to make this a convention that 
will be long remembered for its fine 
educational sessions and social func- 
tions. Based on the large number of 
people who have taken advantage of 
the Pre-Registration system, which was 
set up by the committee, the attend- 
ance should surpass any of the pre- 
ceding conventions. 


For conventioneers arriving on 


Dr. Ralph Schaeffer 


ist Vice-Pres. 


Clyde Kelly 
2nd Vice-Pres. 
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Sunday, and to accomodate local mem- 
bers and their wives who may wish to 
register early, the registration desk, 
which will be located outside the 
Grand Ballroom of the Hotel Statler, 
will be open from 1 P.M. to 8 P.M. 
The registration fee of $20.00 will 
provide registrants with a book of 
tickets covering all events during the 
convention. 2 

Table reservations for the Annual 
Banquet to be held Thursday. July 
15th, should be made in advance at 
the Banquet Reservation desk outside 
the Grand Ballroom, starting Wednes- 
day, July 14th, at 9 A.M. 

The opening session will be held 
in the Grand Ballroom of the hotel at 
10 A.M. on Monday. The Reverend 
Frank Mesle will deliver the invoca- 
tion. George Schore, general chairman, 
will preside and introduce the officers 
and other speakers. 

In keeping with the custom of previ- 
ous conventions, an excellent display 
of finishes and plated items has been 
arranged. Branches, companies and 
individuals have spent considerable 
time and effort in preparing an out- 
standing display of educational and 
practical techniques in metal finish- 
ing. Awards will be made for individ- 
ual and branch displays. 

The Ladies’ Committee, headed by 
Mrs. George Schore, has arranged a 
fine program of entertainment for the 
women attending the convention. 
Visits to historic sites, theaters, radio 


Peter Kovatis 
Exec. Sec’y. 


Dr. Samuel Heiman 
3rd Vice-Pres. 


METAL FINISHING, 


George Schore 


General Chairman 


and television programs, United Na- 
tions Building, ete., have been ar. 
ranged along with the usual parties 
held each year. 

The Metal Finishing Suppliers’ As- 
sociation will again play an active 
part in the convention. This group 
will sponsor the annual Open House 
party, Monday evening, at which re. 
freshments and dancing will be en- 
joyed while listening to one of the 
best known bands in the country 
Monday noon the M.F.S.A. will hold 
its annual luncheon and business meet: 
ing for supply house executives and 
salesmen, while the annual golf tour- 
nament will be held on Thursday. 


Franklyn J. MacStoker 
Past President 


Angelo Amatore 
Host Branch Pes. 
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Ralph J. Liguori 
Advisory 


Dr. Louis Cates 
dvisory 





George Herrmann 
Hotel and Banquet 


Mrs. Barbara Schore 
Ladies’ Chairman 


SL Poeram 


All events will be held at the Hotel 

Statler unless otherwise noted. Eastern 

Daylight saving time used throughout 
program. 


Convention Registration is located out- 
side Grand Ballroom on Mezzanine 
Floor. Hours as follows: 
Sunday, July 11 .. 1:00 p.m. - 8:00 p.m. 
Monday, July 12 .. 8:00 a.m. - 5:00 p.m. 
Tuesday, July 13 .. 8:00 a.m. - 4:00 p.m. 
Wednesday, July 14 8:00 a.m. - 12:00 N. 
Thursday, July 15 8:00 a.m. - 12:00 N. 


The registration fee of $20.00 will provide 
registrants with a book of tickets covering 
all events. 

Table reservations for Banquet on Thurs- 
day, July 15, should be made in advance at 












James L. Clifford 
Entertainment 


John E. Trumbour 
Publicity 













4. 
Martin Maher, Jr. 
Registration 


Alfred Fusco 
Registration 
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outside 
Wednesday, 


the Banquet Reservation desk 
GRAND BALLROOM, | starting 
July 14 at 9:00 A.M. 


PLAN TO SEE EXHIBITS ON MEZZANINE FLOOR 


Sunday, July 11 
10:00 a.m. 
EXecuTIVE Boarp Meetine. Executive Secre- 
tary’s suite. 
2:00 p.m. 
Penn Top Nortu 


METAL FINISHING Suppiiers’ ASSOCIATION, 
Inc. Board of Directors’ Meeting. 


9:00 p.m. 
GeorciAN Room 
Firm: “THE Twenty-Four Do.tar Pur- 
CHASE.” Terry Manos, documentary on 
New York City. Winner of many national 
and local prizes on cinematography. 
10:00 p.m. 
GRAND BALLROOM 


Get-TOGETHER Party. To greet early-comers. 
Refreshments. 


Monday, July 12 
10:00 a.m. 


GRAND BALLROOM 


OPENING SESSION AND Business MEETING 
including keynote address, etc. 


12:00 Noon 
Sky Top 


MeTAL FINISHING SupPLIERS’ ASSOCIATION, 
Inc. Luncheon, Meeting. 


12:00 Noon 
VILLAGE Room 


BRANCH SECRETARIES LUNCHEON. 


12:30 p.m. 
MANHATTAN Room 


SPEAKERS LUNCHEON. 


2:00 p.m. 
GRAND BALLROOM 
Badge. 
6:30 p.m. 


Sky Top 


Past Preswwents Denner. . Past Presidents 
and Wives are guests of the New York 


Branch. 


9:00 p.m. 


GRAND BALLROOM 





INTERNATIONAL FELLOWSHIP CLUB 


Admission by ticket. 











First EpucaTioNAL Session. Admission by 


OPEN 
House. Sponsored by the Metal Finishing 
Suppliers’ Association, Inc. Refreshments, 
dancing. One of the foremost bands in 
the country. Buffet served at 10:30 p.m. 





Derick Hartshorn, Jr. 


Journal 


Milton Nadel 


Educational 





Peter Veit Irving Goldwasser 


Journal 


Liason 


Tuesday, July 13 
8:00 a.m. 
MANHATTAN Room 


SPEAKERS BREAKFAST. 


8:00 a.m. 
VILLAGE Room 


MIcHIGAN STATE ALUMNI BREAKFAST. 


9:00 a.m. 
GEORGIAN ROOM 


SECOND EDUCATIONAI Admission 


by Badge. 


SESSION, 


9:00 a.m. 
Sky Top 
NATIONAL FEDERATION OF METAL FINISHERS 
SEMINAR. 
12:30 p.m. 


LUNCHEON TO ALL MALE REGISTRANTS OF 















George Cooperman 
Branch Exhibits 


Lester Levinson 
Secretary and Program 





















ide ae 
Marianno Ranno 
Visitors’ Entertainment 


Philip Bruno 
Outing 











CONVENTION. Professor La Yellk talks on 
“Plating in U.S.S.R.” 
2:00 p.m. 
GEORGIAN Room 
Tuirp EpucaTioNnAL Session. Admission by 
Badge. 
2:00 p.m. 
Sky Top 
NATIONAL FEDERATION OF 
SEMINAR. 


Meta FINISHERS 


Wednesday, July 14 
8:00 a.m. 
MANHATTAN Room 
SPEAKERS BREAKFAST. 
9:00 a.m. 


GrAND BALLROOM 


FourtH Epucationar. Session. Admission 
by Badge. 
1:00 p.m. 
OuTING ON THE Hupson River. Steamer 


“Liberty Belle.” Leaves 41st Street Pier 
at 1:00 p.m. Buses start leaving hotel at 
noon for wharf. Entertainment and danc- 
ing as well as Boat Ride provided by 
Frederick Gumm Chemical Co., Inc. Ca- 
tered Luncheon will be provided on board 
steamer. Boat will return at 6:00 p.m. 


2:00 p.m. 


Epit1oNAL Boarp will hold committee meet- 
ing on board “Liberty Belle.” 


8:00 p.m. 


RESEARCH COMMITTEE 
Secretary's Suite. 


MEETING. Executive 










Thursday, July 15 
8:00 a.m. 
MANHATTAN Room 
SPEAKERS BREAKFAST. 
9:00 a.m. 
GRAND BALLROOM 


FirtH EDUCATIONAL SESSION. 


Badge. 


Admission by 


10:00 a.m. 


ANNUAL GoLr TOURNAMENT. Metal Finish- 
ing Suppliers’ Association. 


2:00 p.m. 
GeorcIAN Room 


Finat Business Session. American Electro- 
platers’ Society. 


7:00 p.m. 
GRAND RALLROOM 


ANNUAL Banguet. Admission only by res- 
ervation ticket. In order to be served, your 
registration book ticket must be ex- 
changed for a special Banquet ticket bear- 
ing a table reservation. Ticket Exchange 
starts Wednesday at 9:00 a.m. at Banquet 
Reservation Desk outside Grand Ballroom. 
Superb cuisine, all Broadway stage show, 
continuous dancing till the wee hours. 
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Monday, July 12 


2:00 p.m. First Educational Session 
(Grand Ballroom) 


Chairman: Earl W. Arnold, 


Los Angeles Branch 


Leveling Studies in Cyanide and Acid Copper 
Plating Solutions 
By Barnet D. Ostrow and Fred I. Nobel, 
Lea Ronal, Inc., New York, N. Y. 


Industrial 

Conductors 
By Dr. Harold Narcus, Electrochemical 
Industries, Worcester, Mass. 


Applications for Metallized Non- 


Modern Industrial Paint Strippers 
By Rubin Operowsky, Chemclean Prod- 
ucts, New York, N. Y. 


Servo Control in the Electropolishing of Wire 
and Strip 
By A. Korbelak, Plating, Newark, N. J. 
and C. M. Rively, Westinghouse Electric 
Corp., Bloomfield, N. J. 


Some Considerations of 
Burnishing 
By A. S. Kohler, Frederick Gumm Chemi- 
cal Co., Kearny, N. J. 


Importance in Ball 


Dr. H. Narcus 


A. Korbelak 
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Tuesday, July 


9:00 a.m. Second Educati 
(Georgian Room 


Chairman: Edward J. | 
Cleveland Branct 


Gs 
esslon 


Determination of Free Cyanide 
Zinc Cyanide Solutions 
By Dr. R. F. Muraca, Lehig 
Bethlehem, Pa. 


Zine in 


Nickel Plating from the Sulfamat th 
By Richard C. Barrett, Bar: 
Products Co., Shelton, Conn 


Electrochemical Corrosion Tests 
By W. J. Pierce and W. Pinner, 'oudai)), 
Hershey Corp., Detroit, Mich 


A New Instrument for 
Electrodeposits 
By Joseph B. Kushner, Kushn 
plating School, Stroudsburg, P: 


Measuring Stress jy 


Elec tro- 


Effects of Iron on the Physical Properties of 
Nickel 
By L. H. Curkin and R. W. Moeller, Pray 
and Whitney Aircraft Co., East 
Conn. 


Hartfor 1, 


Copper-Tin Alloy Plating 
By Dr. Charles L. Faust and William }{ 
Safranek, Battelle 
Columbus, Ohio. 


2:00 p-m. Third Educational Session 
(Grand Ballroom) 


Chairman: Francis T. Eddy, 
Waterbury Branch 


Memorial Institut, 


Report by Chairman ot A.E.S. Research Com. 
mittee 
By Dr. Earl J. Serfass, Lehigh University 
Bethlehem, Pa. 





















R. C. Barrett W. J. Pierce 
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Chromium Electrodeposits 


Stress ; ; 
By C. Tulumello, Dr. E. J. Seyb and 
D _ Stareck, United Chromium, Inc., 
De Mich. 


Taper --ctioning of Basis Metal Surfaces and 
Flect osits (Research Project No. 14) 

Ry A. E. R. Westman, Project Direc- 
_ F. A. Mohrnheim, Ontario Re- 
Foundation, Toronto, Canada 

to delivered by W. M. Tucker, East- 
dak Co., Rochester, N. Y. 


A Practical Application of Electroless Nickel 


Plating 
By john P. MacLean and Seymour Karten, 
Bulova Watch Co., New York, N. Y. 


Corrosion Protection of Modern Aircraft 
By ¥. F. Castell, Lockheed Aircraft Corp., 
Burbank, Calif. 


Disposal of Plating Wastes at a Silverware 
Plant 

By Dr. B. Dodge and Dr. Charles A. 
Walker, Yale University, New Haven, 


Conn. 


Wednesday, July 14 


9:00 a.m. Fourth Educational Session 


(Grand Ballroom) 


Chairman: Robert G. Parker, 
Bridgeport Branch 


Effects and Removal of Lead as an Impurity 
in Nickel Plating Solutions (A.E.S. Research 
Project No. 5) 
By Dr. D. T. Ewing, C. J. Owen, J. K. 
Werner, W. O. Dow and R. J. Rowe. 







W..L. Pinner 


Dr. C. L. Faust 


W. H. Safranek 


Effect of Anode Composition in Acid Copper 
Plating 
By R. P. Nevers, R. L. 
E. W. Palmer, Th 


Waterbury, Conn. 


Hungerford and 
American Brass Co., 


Technology of Liquid Buffing Compositions 
By R. V. 


Specialties Co., 


Twyning Chemical 


Belvidere, Ill. 


Twyning, 


Thursday, July 15 


9:00 a.m. Fifth Educational Session 


(Grand Ballroom) 


Chairman: David J. Griffin, 
Southeastern Branch 


Corrosion Properties of Electroless Nickel 
By Richard W. Landon, Dr. G. Gutzeit, 
Kanigen Div., General American Trans- 
portation Corp., Chicago, Ill. 


A Correlation of Metallurgical Hardness and 
Buffability 
By R. S. Modjeska, Scientific Control Lab- 
oratories, and Harold Faint, Chicago, Il. 


The Equipment to be Used for Determining 
the Effects of Oxide Films (A.E.S. Project No. 
12) 
By Dr. H. B. Linford and David O. Feder, 
Columbia University, New York, N. Y. 


Brass Plating 
By R. A. Ehrhardt, K. G. 
G. B. Bittrich, Bell Telephone Labora- 
tories, New York, N. Y. 


Compton and 


Throwing Power of Tin and Tin-Alloy Plating 
Solutions 
By Dr. F. A. 


Lowenheim, Metal and 


Thermit Corp., Raliway, N. J. 


A. C. Tulumello 





Dr. J. E. Stareck 


Dr. A. E. R. Westman 
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~ jada 
of Pp upers 


Leveling Studies in Cyanide and Acid 
Copper Plating Solutions 


By Barnet D. Ostrow and Fred I. Nebel 


Leveling is discussed in copper deposits 
from high speed cyanide solutions and from 


acid-sulphate Results of 


plating solutions. 
numerous tests using the Brush Surface 
Analyzer are presented. Effects of many 
variables are discussed such as solution 
composition, current density, temperature, 


addition agents and impurities. Many com 


mon and commercial addition agents are 


studied and results presented. 


Industrial Applications for Metallized 


Non-Conductors 
By Dr. Harold Narcus 


The paper covers the techniques involved 
in the field of metallized coatings for in 
dustrial purposes, besides presentation of 
several specially prepared solution formula 
tions and also discusses the required devia 
tions from the conventional electroplating 


procedures to achieve acceptable results 


This paper discusses the employment of 


metallized non-conductors specifically 
plastics, glass, quartz and ceramics in the 
fields of printed circuitry, 


and in the electronics field. 


electroforming 


Modern Industrial Paint Strippers 
By Rubin Operowsky 


Industrial paint stripping has become a 
major operation in the manufacturing and 
job finishing plants. The need for economy 
and speed have resulted in the development 
of rapid paint strippers. Chemical composi 
tion and formulations are given. 


Servo Control in the Electropolishing 
of Wire and Strip 


By A. Korbelak and C. G. Rively 


The paper describes the process and 


equipment used in the continuous electro 


polishing of wire and strip. Specifically the 
authors describe their straight line method 
which they have used successfully in pro 
duction to produce a wire of uniformity 
not attainable by the use of previous tech- 
niques. Wire is first electropolished, after 
which it is measured by means of an ele¢ 
tronic system. 


Some Considerations of Importance 
in Ball Burnishing 
By 4. S. Kohler 
This paper presents a detailed descrip- 
tion of various factors which are of material 


importance in obtaining a brilliant metallic 
finish in barrel burnishing operations. 


Determination of Free Cyanide and 
Zine in Zine Cyanide Solutions 


By Dr. R. F. Muraca 


This paper discusses definitions of the 
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free cyanide content of an alkaline zinc 
plating bath and proceeds to show that 
present methods of analysis are laborious 
and entirely inadequate. This is followed 
by a discussion of a simple, direct argentio- 
metric procedure which will give the free 
cyanide content of alkaline zinc plating 
baths. Then the paper describes a procedure 
for determining the zinc content of the 
sample that was used for the free cyanide. 


Nickel Plating from the Sulfamate Bath 
By Richard C. Barrett 


Historical development of the Sulfamate 
nickel plating bath is discussed and a basic 
composition of a commercial bath of five 
presented. Particular 
attention is focussed upon the stress-free 
character of nickel deposits obtained from 
the Sulfamate bath along with data upon 
other physical properties. Specialized appli- 
cations concerned with heavy metal deposi- 
tion under controlled specifications are de- 
scribed and illustrated and include aspects 
of electroplating nickel in the electrotyping, 
electroforming, phonograph record and air- 
craft industries. Control, maintenance, oper- 
ating techniques and other pertinent data 
upon the Sulfamate nickel plating bath are 
described. 


years experience is 


Electrochemical Corrosion Tests 
By W. Pinner and W. J. Pierce 


A new accelerated corrosion test for elec- 
trodeposited metallic coatings, developed 
primarily as a research tool, is described. 
The test, which is electrochemical in nature, 
has been shown to closely predict service 
behavior. It has potential adaptation as an 
accepted test. 


A New Instrument for Measuring Stress 
in Electrodeposits 


By Joseph B. Kushner 


An accurate, simple and rapid method 
and apparatus for the measurement of stress 
in electrodeposited metals is described, 


Dr. F. A. Mohrnheim }. D. MacLean 


W. F. Castell 





which has very definite advantages over 
present stress measuring methods. The 
apparatus itself is self contained, simple 
and rugged. It can be used for control pur- 
poses right in the plating tank or for re- 
search work with its own tank. 


Effects of Iron on the Physical 
Properties of Nickel 


By L. H. Curkin and R. W. Moeller 


Stress was intentionally increased in a 
Watts type nickel plating solution by addi- 
tion of fractional gram portions of ferrous 
chloride. Rotating beam fatigue specimens 
(R. R. Moore) plated with 0.0003” nickel 
under these conditions showed reduction in 
fatigue life directly proportional to the 
residual stress measured on test pieces 
plated concurrently. 


Copper-Tin Alloy Plating 


By Dr. Charles L. Faust and William H. 
Safranek - 


A new process for plating copper-tin alloy 
gives leveling type plates that smooth rough 
basis metal surfaces as much as sixty per 
cent per 0.0001 inch of plate. The leveling 
ability of the alloy deposit is considerably 
influenced by the tin content. The combina- 
tion of good leveling power and corrosion 
protection ability makes copper-tin plates 
attractive for many decorative applications. 
Throwing power is an important feature of 
the copper-tin alloy plating bath. 


Report by Chairman of A.E.S. Research 
Committee 


By Dr. Earl J. Serfass 


Active projects now being carried out 
by the Research Committee will be dis- 
cussed briefly. The financial status of the 
committee as well as the publications to 
appear in “Plating” will be indicated in 
outline form. The salient features of certain 
of the projects as well as their value to the 
platers from an immediate as well as a long 
term view will be discussed. 


R. G. Parker Dr. D. T. Ewing 
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Stress in Chromium | 


Sits 
By A. C. Tulumello, Dr. E. in 
J. E. Stareck. ‘ 
Stress in different types lectrod 
posited chromium has been i; ated by 
. ~ ” - “oa 
the Spiral Contractometer” m: of Bren 
ner and Senderoff and the Strip” 
method described by Grahan 


berg, Clifton and Philips. Di! 
obtained by the two methods ; 
Stress in chromium is shown 
ated with its crack pattern. C Ries 
near the upper limit of th 
found to possess a negative o1 
stress. Curves of stress versus t! 
stress baking temper 
function of thickness are given. 


versus 


Taper Sectioning of Basis Metal 
Surfaces and Electrode posits 
(Research Project No. 14) 


By Dr. A. E. R. Westman and Dr. F. 4 
Mohrnheim 


This paper will describe an improved 
taper seciioning technique, adapted in 
the last A.E.S. meeting, which enables suc 
sectioning to be put on a routine basis, |) 
addition, the flatness of taper sections have 
been investigated by light cut and inter 
ferometer methods. The paper will |} 
largely a discussion of techniques. 


A Practical Application of Electroless 
Nickel Plating 


By John D. MacLean and Seymour Karte 


A description of the complete physical 
layout of the production department ¢e. 
veloped for this process is given. This in- 
cludes types of equipment used for clean 
ing, rinsing, plating and drying. The solu. 
tions, contro] and observations on adhesio1 
color, brightness, rate of deposition, cover 
ing power, relative cost and ease of appli 
cation are fully discussed. 


J. K.. Werner 


R. P. Nevers R. L. Hunzerford 
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R. V. Twyning 


W. M. Tucker Dr. G. Gutzeit 


Corrosion Protection of Modern 
Aircraft 


By W. F. Castell 


The proper corrosion protection of ex- 
terior and interior surfaces on aircraft is 
of utmost importance. For the protection 
of aluminum alloys, the anodizing process is 
being replaced by chemical film processes. 
Process and equipment for large aircraft 
parts will be described. Also processes for 
the protection of magnesium will be evalu- 
ated briefly. 


Disposal of Plating Wastes at 
Oneida Ltd. 


By Dr. B. Dodge and Dr. Charles A. Walker 


The paper covers a modern plant layout 
for plating waste removal and chemical 
treatments used. 


Effects and Removal of Lead as an 
Impurity in Nickel Plating Solutions 
(A.E.S. Research Project No. 5) 


By Dr. T. D. Ewing, C. J. Owen, J. K. 
Werner, W. O. Dow and R. J. Rowe 


The effect of small amounts of lead pre- 
sent in four types of nickel plating solu- 
tions on the appearance, adhesion, ducti- 
bility, salt spray (fog) corrosion resistance, 
hardness and throwing power of nickel solu- 
tions were studied. Watts type nickel of 
pH 2.2.5.2, nickel and cobalt and organic 
nickel solutions were used. In general, a 
tendency for all deposits to brighten with 
inereasing lead concentration tends to in- 
crease slightly the corrosion resistance of 
the heavier deposits in salt spray. Removal 
of lead is effective using low current density 
electrolysis. A high pH precipitation is also 
effective but at pH of 5.8 the loss of nickel 
metal can become appreciable. 


Effect of Anode Composition 
Acid-Copper Plating 


By R. P. Nevers, R. L. Hungerford and 
E. W. Palmer 


Contrary to the prevailing belief that 


R. S. Modjeska Harold Faint 


ae 


D. 0. Feder 


Dr. H. B. Linford 


copper of the highest possible purity makes 
the best anode for acid copper plating it is 
shown that far superior anode characteris- 
tics can be obtained with coppers contain- 
ing small amounts of certain definite addi- 
tion agents. These improved anode coppers 
are characterized by the fact that no anode 
sludge of metallic copper particles is formed 
during electrolysis. 


Technology of Liquid Buffing 
Compositions 


By R. V. Twyning 


The following characteristics are described 
from a practical and chemical point of view; 
clean-ability, emulsion stability, viscosity, 
cutting power and wheel facing to reduce 
buff consumption. Consideration is given to 
primary and secondary emulsifiers, protec- 
tive colloids, importance of certain surface 
active agents, effect of abrasive impurities 
in the emulsion, processing technique and 
optimum colloidal particle size. 


Corrosion Properties of Electroless 


Nickel 
By Richard W. Landon 


The scope of this paper is to describe 
electroless nickel as a corrosion protection 
medium. 


A Correlation of Metallurgical Hardness 


and Buffability 
By R. S. Modjeska and Harold Faint 


Studies on samples of both copper and 
nickel deposits were conducted. The de- 
posits were rated by different groups of 
polishers as to their relative buffing ease. 
Micro-hardness measurements were made to 
determine if a definite relationship existed 
between the hardness of a deposit and its 
buffability. Microscopic examination of de- 
posits were included for comparison of grain 
structure as a variable in the buffability 
rating. Hardness measurements were made 
on all samples both before and after 
buffing. 
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R. A. Ehrhardt 


G. B. Bittrich Dr. F. A. Lowenheim 


The Equipment to be Used for 
Determining the Effects of 
Oxide Films 


By Dr. H. B. Linford and David O. Feder 


This report will give details of constru 
tion of equipment 
results of 


necessary to study the 
oxide soiled 
Essentially, the 
consists of a three-compartment dry box so 
designed that all experimental 
be conducted in a helium atmosphere, sub- 
stantially free of moisture and oxygen. The 
auxiliary equipment necessary to maintain 


electroplating on 


basis metals. equipment 


work may 


the dry, oxygen-free atmosphere is described 


Brass Plating 


By R. A. Ehrhardt, K. G. Compton and 


G. Bittrich 


The purpose of this study was to develop 
a brass plating solution for producing de 
posits of 65-75% 
variation of 


copper with a minimum 
composition with current 
density. The prime purpose for brass plat 
ing was for rubber adhesion. The effects 
of pH, temperature, free 
content and metal raiio are discussed. 


cyanide, metal 


Throwing Power of Tin and Tin-Alle, 


Plating Solutions 


By Dr. F. 


{. Lou enheim 

A short review of the theoretical basis 
of throwing power will be given. The throw- 
ing power of the stannate tin plating selu- 
tions is known to be excellent, but there are 
few actual published figures. Some experi- 


given to show how throw 


mental data are 
ing power, as measured in the laboratory, 
is affected by variations in plating condi- 
tions. The various tin alloy plating baths: 
Tin-Zinc; Tin-Nickel; Tin-Copper have not 
been studied in such detail with regard to 
throwing power, but cuch facts as are known 


about them are reviewed. 
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Sunday, July 11 
9:00 p.m. 


GEORGIAN Room 


DoLtLaR Pur- 
Manos, documentary on 
New York City. Winner of many national 


Firm: “THe Twenty-Four 
CHASE.” Terry 


and local prizes on Cinematography. 


10:00 p.m. 


GRAND BALLROOM 


Get-ToceTHer Party. To greet early-comers. 
Refreshments. 


Monday, July 12 
10:00 a.m. 
GRAND BALLROOM 


OPENING SESSION AND Bustness MEETING 


including keynote address, etc. 


1:00 p.m. 
Penn Top 


Burret LUNCHEON AND TALK. Luncheon 


sponsored jointly by Lea Manufacturing 


Dave X. Clarin 
(Alias Aunt Ella) 


Seated, left to right: Yolande Fusco; Margaret MacStoker and Millie Cates (Advisory); Barbar; 
Schore (Chairman); Edith Goldwasser and Betty Cinnamon. Standing, left to right: Mildred 
Hartshorn; Winnie Herrmann>Ethel Braun (Advisory); Rose Schneidt and Bess Nadel 


Corp., Wagner Brothers Co., and F. L. 
and J. C. Codman Company. Talk by Dr. 
A. E. Alexander, Assistant Treasurer, 
Tiffany and Company, New York City. 
Attendance by ticket only. 


where Luncheon will be sery 
p.m. Admission by ticket. 


8:45 p.m. 


THEATER Party. Sponsored by 
Corporation. Ladies will turn i ; 
book for theater tickets to Broadway s| 
starting Monday afternoon outsid 
Ballroom. Tuesday tickets may 
changed at the Ladies Tea. Ud 
poration will furnish tickets 
Broadway plays. 


9:00 p.m. 
GRAND BALLROOM 


INTERNATIONAL FeLLowsHip CLuB OPEN 
House. Sponsored by the Metal Finishing 
Suppliers’ Association, Inc. Refreshments, 
dancing, one of the foremost bands in the 

Buffet served at 10:30 p.m. 


Admission by ticket. 


country. Wednesday, July 14 


1:00 p.m. 


Outinc ON THE Hupson River 
“Liberty Belle.” Leaves 41st Street 
at 1:00 p.m. Buses start leaving hotel 
noon for wharf. Entertainment and 
ing as well as Boat Ride 
Frederick Gumm Chemical (€ 
Catered Luncheon will be prov 
board Steamer. Boat will retur: 
p.m. 


Tuesday, July 13 


Oakite Products, Inc. will sponsor the 
“Aunt Ella Party.” 


Host: Dave Clarin. 


Buses will leave hotel at 11:30 a.m. for 
Tavern on the Green in Central Park, 


provided 


Thursday, July 15 
9:00 a.m. 


Vistr to Untrep Nations Bui. 
through halls and building of 
and trip sponsored by Bart-Mes- 
and Sel-Rex Corp. 


2:30 p.m. 
Penn Top 
Prato Parry. 
Hostess: Joan T. Wiarda. 
Prizes galore. New York Branch | 
will be distributed at this party 
7:00 p.m. 


BANQUET. Same as listed in Genera! 
During the entire Convention, 
Electric Company will done 
flowers to the Ladies. 


Joan T. Wiarda 
(Plato Party Hostess) 
METAL FINISHING, 


June. 





METAL FINISHING SUPPLIERS ASSOCIATION PROGRAM 


Al Braun 
President, Metal Finishing Suppliers Ass‘n 


DECAUSE of their interest in and 
dependence upon each other in 
heir every-day accomplishments, the 


Manson Glover 
Ist Vice-Pres. 


principal meetings and social activi- 
ies of the Metal Finishing Suppliers’ 
sociation are arranged to coincide 
‘ith and complement those -of the 
American. Electroplaters’ Society at 
heir annual convention which is being 
eld this year at the Statler Hotel in 
ew York City from Monday, July 
12th through Thursday, July 15th. 
It is the week during which the 
folks who supply the needs of the Metal 
Finishing Industry, the manufactur- 
ers, dealers, and servicers, have an 
©pportunity to get together with each 
other as well as with their customers 
to discuss their mutual problems, to 
listen to a series of current educational 
teatises on subjects of common con- 
ern, and to enjoy off-moments with 
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Herman Struckhoff 
2nd Vice-Pres. 


June, 


each other in frivolity and general 


entertainment. 


There are. however, periods for 
considerations: on the 
Sunday afternoon preceding the Con- 
vention, at two o'clock, in the Penn 
Top North Salon, the Board of Trus- 
tees of the MFSA will hold their 
annual meeting, and at twelve o'clock 
Monday, after the usual 
Membership Luncheon, the Corpora- 
tion will hold its annual meeting. At 
this time, those attending will hear 
reports from the officers, the chairmen 


more serious 


noon on 


of the eleven standing committees and 
others, and an election of the Board 
for the ensuing year will follow. This 
has proven to be a most interesting 
feature of the convention and each 
member of the Association is reminded 
to be represented. 


Of course, the event that will re- 
quire no importuning to attend, is the 


Joe Duffy 
3rd Vice-Pres. 


Annual International Fellowship Open 
House Party MFSA will 
sponsor at nine on Monday evening. 


which the 


This occasion is invariably awaited by 
every registrant at the convention, and 
because it will be particularly alluring 
this year, so that even the most drab 
individual can be assured a pleasant 
surprise, those who have enjoyed 

House 
Party functions will definitely be there. 
Buffet Luncheon will be served at ten 


thirty P.M., and we entreat you to 


themselves at previous Open 


have your registration ticket available. 

Since it is conceded that no conven- 
tion would be complete or afford the 
weary vendor adequate compensation 
for his time without a golf competi- 
tion. the MFSA Golf Committee, with 
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Tom Trumbour 


Treasurer 


many vears of successful experience, 
has arranged that the 1954 Annual 
Golf held on one of 
New Jersey's finest courses. the Forest 
Hill Country Club in This 


will take place at ten in the morning 


eo) 


Fournament be 
Bellevill 
on Thursday. July 5th. Transporta- 
tion will be furnished to all who en- 
thuse in this diversion, and excellence 
in performance will be rewarded on 
the evening of the Annual Convention 
Banquet. Golfers are requested to bring 
their own clubs and shoes and any 
tricks of the game at which they are 


competent. 


It can be said with certainty. that 


if you avail yourself of all these 
chances for enlightenment and amuse- 
ment which are interwoven into the 
greater convention pattern, you should 
return to your daily endeavors with 


a lighter heart and a clearer mind 


A. P. Munning 


Secretary 


John R. Gumm 
Golf Chairman 








2 ew appearance as well as the serviceability of an 
aluminum product depends to a great extent on the 
surface treatments which precede the actual finish. 
These pretreatments can be dealt with under two head- 
ings, according to whether they are mechanical or 
chemical. The extent to which they are respectively 
used is dependent on the initial state of the surface, 
the method of manufacture of the article concerned, 
and the finish required. In this article, it is proposed to 
deal purely with mechanical surface treatments. 


Mechanical Surface Treatments 


Mechanical treatments may be employed for a var- 
iety of purposes. These may be tabulated as follows: 

(1) Mechanical treatment to eliminate scratches, 
pits or other superficial blemishes and to provide a 
smooth or lustrous surface. This aim is achieved by 
the various grinding and polishing operations which 
take off the high spots of a rough surface, either by 
a cutting action of the abrasive or by flowing the metal, 
with the formation of a thin amorphous layer on the 
surface. With small articles, this process is more eco- 
nomically carried out by treating the work in quantity 
in polishing barrels. 

Mechanically polished surfaces are either left un- 
protected, as in aluminum kitchen ware, etc., or may be 
lacquered, or anodized for improved corrosion resis- 
tance. Mechanical polishing is also employed prior to 
electroplating, in which case the quality of the finish 
required depends to some extent on whether the elec- 
tredeposit is applied on top of a zinc coating, or on an 
anodized surface, etc. 

In the production of aluminum reflectors, high-pur- 
ity metal is first polished mechanically to as high a 
finish as possible, prior to electropolishing. In other 
cases, mechanically polished surfaces may be scratch- 
brushed to provide a “satin” finish, which subsequently 
may be anodized or lacquered. 

(2) Mechanical treatment to prepare rough light- 
metal castings for polishing, anodizing, organic fin- 
ishes, etc. Sand-, grit-, or shot-blasting is employed for 
this purpose and provides a clean, rough surface, suit- 
able for the direct application of paints and sprayed 
metal, which show good adhesion to such “keyed” 
surfaces. Blasting may also be used in “highlighting” 
surfaces or as a preliminary to scratchbrushing. Alter- 
natively, fine sandblasted surfaces may have an attrac- 
tive matte appearance which may be lacquered and 
anodized for protection. 


Surface Treatment and Finishing of Light Metals 


Part Ill. Mechanical Surface Treatments and Finishes 


By $. Wernick, Ph.D., M.Sc., F.R.LC., F.I.M., and R. Pinner, B.Sc. 











Blasting provides a chemically clean surface and no 
subsequent cleaning may be necessary prior to organi 
finishing, if care is taken to avoid finger-marking o; 
otherwise staining the surface. It has been suggested. 
and it is not improbable, that shotblasting may also 
have a beneficial effect on the corrosion resistance and 
mechanical properties of the work by removing super. 
ficial cracks, hardening the metal surface, etc. 

(3) Mechanical treatments such as fluting. ham. 
mering, pattern rolling, high-lighting, etc., produce 
designs on the metal which may be subsequently |ac. 
quered or anodized, or partly or wholly painted or 
enameled, according to the required finish. 

The sequence of operations preceding a surface fin- 
ish can vary widely for different types of articles and 
for the different finishing processes. The actual me- 
chanical operations carried out in the different se. 
quences are, however, fairly standardized and may, 
therefore, be discussed separately. 


Mechanical Polishing 


Mechanical polishing operations may be divided into 
five wheel stages, all or some of which may have to be 
applied. Depending on the nature of the job these may 
be economically carried out either manually or auto- 
matically. 

Automatic polishing machines are available for pol- 
ishing tubes and sheet and can be designed for many 
wrought or cast shapes and finished products. There 
is generally little difference in the actual operation, 
whether carried out by hand or by machine, though it 
should be pointed out that at the present time it is 
seldom possible to achieve mirror finishes by auto- 
matic polishing alone. Careful inspection is essential 
also before preliminary automatic roughing opers- 
tions, and good-quality metal is an initial requirement. 
Deep scratches or pits, if present, will not be eliminated 
by machines set to polish only to a uniform overall 
pressure. It may thus be desirable to supplement auto- 
matic machines with manual polishing, especially for 
high-quality work. 

The preliminary state of the article is of importance 
when it is to be polished for subsequent anodic treat 
ment or electroplating. Certain casting alloys 
difficult to produce free from pores and may b: 
suitable for electroplating. When porosity is on!) on 
the surface, however, this can be wholly eradicate’ by 
mechanical treatment which removes the defective 
upper layer and flows the metal, closing the pore-. In 
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the repair of castings, holes are sometimes drilled out 
an! tapped for the. insertion of threaded plugs of the 
<a) e material, They are subsequently peened to ensure 
per manent location and ground off. Care must be taken 
wit) such castings to avoid differential etching and no 
delay should be permitted between operations which 
may cause local corrosion. 

Differences in alloy composition may show up differ- 
ences in texture on mechanical polishing, both when 
different alloys are present in the same article or where 
there are differences in production of similar alloys. 
This is of practical importanc, but applies mainly in 
the case of large flat surfaces which are to be mirror 
finished. On the other hand, alloys which are in a hard 
condition either by virtue of their composition or by 
heat treatment, cold working, etc., are more difficult 
to polish than pure aluminum, or softer alloys. Alloys 
containing a high proportion of zinc, for example, 
take a bright finish less readily than, for instance, 
simple aluminum-magnesium alloys. 


GRINDING: 

Very uneven or deeply scratched surfaces, par- 
ticularly rough sand castings, frequently require a 
grinding operation in which wheels of open texture are 
used to avoid rough glazing. The abrasive employed 
is generally silicon carbide of 24 or 50 grit. Alterna- 
tively, coarse emery or alumina is sometimes used with 
a bonded abrasive cup wheel or a canvas wheel. 

The peripheral speed of the wheel is low and should 
in any case be inside the range 1,500 to 4,000 ft. per 
min. Care must be taken to avoid overheating and drag- 
ging of the surface, but dry grinding is usually prefer- 
able to using lubricants. 


ROUGHING: 


This operation is carried out on all sand castings 
and many gravity die castings as well as on wrought 
shapes. It is carried out with set-up wheels, 11 to 4 in. 
thick, whose diameter may vary from 6 to 20 in. The 
peripheral speed is usually 5,000 to 6,000 ft. per min., 
though some operators successfully employ speeds up 
to 10,000 ft. per min. On rough castings, grades of 
emery from No. 60 upwards to No. 100 may have to 
be used successively, or 60 to 120 mesh fused alum- 
inum-oxide grit may be employed. Emery wheels may 
be lubricated with tallow with or without the addition 
of lard oil, to avoid overheating. Care must be taken, 
however, not to drive the lubricant into the metal, as 
it might contaminate the surface by sweating at later 
stages. 

For curved surfaces and intricate shapes, flexibility 
is very important and wooden or felt emery wheels 
may be replaced by cloth buffs dressed with glue and 
emery. Roughing may be carried out also with wheels 
made of canvas, semi-flexible bonded muslin, wood 
faced with leather, or sheepskin. Alternatively, flexible 
aluminum-oxide paper discs may be employed. The 
wheel material must be chosen in each case with regard 
to the nature of the work. 

Instead of emery wheels, backstand polishing may 
be employed. This type of machine which has come 
into widespread use in recent years employs an endless 
belt coated with abrasive on one face, and running 
over two pulleys. The operator works at the front 
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pulley and, compared to the polishing wheel, this sys 
tem combines the use of a larger abrasive surface with 
ease of production and economy in changing and dress- 
ing of wheels. Belt polishing is particularly suitable for 
large flat surfaces. The grit size employed is 80, 120 
140 or 180 and lubricants include tallow and machine 
oil or pastes composed of paraffin and turpentine. 
“Dry” polishing of aluminum is to be avoided. 


“OILING” oR “GREASING”: 


The third wheel stage is called “oiling.” “greasing” 
or “grease wheeling” and employs finer abrasives and 
softer wheels. 

Felt or sheepskin wheels faced with 100 to 220 mesh 
emery may be used and the material should be chosen 
for the hardness required. Lubricants are always used 
in this operation and may include tallow. oil, beeswax 
or tallow compositions. Peripheral speeds are similar 
to those employed in roughing operations and care 
must be taken again to avoid overheating, as this is 
detrimental both to the work and the wheels. Grease- 
wheeling may be the first stage in the polishing of 
many die castings and automatic machine products. 

\ grease-wheeled surface that has been overheated 
is sometimes given a light etch in dilute sodium hvy- 
droxide followed by a nitric acid dip, after which the 
work is rinsed in warm water and dried preparatory 
to buffing. 


BUFFING: 


The operation universally known as butting is de- 
signed to eliminate emery marks and produce a smooth, 
lustrous surface. Buffing more than any other polishing 
operation on aluminum depends on the skill and ex- 
perience of the operator. Thread count of the buff 
material, composition, wheel speed and the pressure 
applied, are all important and must be suited to each 
operation and many wrought products and sheet which 
need no roughing or grease wheeling may be buffed 
as a first polishing operation. 

Buffs may be constructed from loose or stitched 
muslin and are usually composed of 12 to 30 discs 
sewn together spirally near the center or right up to 
the circumference. The cloths may vary in thread count 
from 64 by 68 to 84 by 92, with the higher thread 
count giving a harder buff. Buff hardness is regulated 
also by means of 3-in. cloth-disc separators between 
the large discs making up the buffing wheel. The large: 
the number of separators per unit width, the softer is 
the buff. Wood or paper separators may also be used. 

Wheel speeds of 7,000 to 8,500 ft. per min. are gen- 
erally employed. Care must be taken when buffing 
aluminum that particles of metal do not build up on 
the polishing wheel, as these may cause gouging of the 
surface. The embodying of abrasive particles into the 
metal must also be prevented, especially when the work 
is to be electroplated or electropolished or given a dyed 
anodic finish. 

Many types of polishing composition are on the 
market and may differ widely in type and grain size of 
the abrasive as well as grease or binder. Where work 
is to be anodized it is important to avoid the use of 
compositions containing iron oxide, such as Tripoli, 
or even traces of iron may lead to patchy or cloudy 
anodic coatings. 
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A recent experimental development is the use of 
silicones in polishing compositions'* and these have 
been stated to reduce the polishing time and to increase 
the reflectivity of the surface as well as to aid removal 
of polishing composition in trichlorethylene degreas- 
ing. 

Particularly in the final polishing operation, the 
grain size of the abrasive employed is of importance. 
If too coarse, the crests tend to be cut rather than 
flowed! with the result that a bloom may appear on 
the work. 


It is useful to remember that increase in wheel speed 
increases effective buff hardness. A hard buff cuts 
rather than flows the metal and softer buffs, i.e., lower 
speeds are required for annealed aluminum than for 
metal in the hard condition. On most polishing lathes 
in use in this country, the spindle speed cannot be 
changed and variations in the polishing speed are 
therefore obtained by altering the wheel diameter. The 
temperature, too, is affected by the polishing speed. 
Temperatures of 200°C. are easily reached on the sur- 
face, while locally it may rise to 500-1000°C., at contact 
points. A high temperature if held too long leads to 
excessive deformation and lattice distortion and this 
may be particularly in evidence after anodizing. 

In polishing castings the porosity is important. Ade- 
quate grinding is essential to avoid dragging the pores 
during buffing and the surface should be polished in 
both directions. 


Special care must, however, be taken with reflector 
surfaces which are to be electropolished. Dragging of 
the surface during buffing may result in pitting during 
electropolishing, and low wheel speeds and good con- 
struction of the buff is essential. Care is also necessary 
not to cut through the high-purity aluminum cladding 
from which reflectors are frequently constructed. Cut 
spots will appear dark and of low reflectivity, and such 
articles will usually have to be scrapped. Local over- 
heating from too high a buff pressure causes dull 
patches not easily removed by color-buffing. When this 
trouble is experienced a softer buff and a fast-acting 
harder tripoli compound should be employed to mini- 
mize the necessary buff pressure. 


After buffing, ordinary work is generally cleaned in 
some organic degreasing compound, such as trichlor- 
ethylene, while reflector surfaces which are constructed 
of high-purity aluminum or aluminum cladding are 
often treated in dilute sodium-hydroxide solution to 
dissolve out imbedded particles prior to color buffing. 
For this treatment, the article is immersed from 30 to 
60 seconds in dilute sodium hydroxide at 120°F. to 
140°F. Alternatively, a chromic-acid/sulphuric-acid 
pickle may be used. 


COLORING: 


Coloring or color-buffing is employed as a final 
operation after buffing, the purpose being to bring on 
the full color and reflectivity of the metal. No metal is 
removed by this operation. 


A soft muslin (64 by 68 weave) or flannel buff is 
employed at wheel speeds of 6,500 to 7,500 ft. per min. 
The composition may be Vienna lime, or, alternatively, 
white silica is applied in brick or cake form. Color- 












buffing is applied to all surfaces where a mirr 
is required, 

As will be seen from the above, many of th: 
ing operations overlap and the terminology in ; 
usage is frequently ambiguous. The direction- 





are, therefore, mainly in the nature of a roug!) «yid, 


and the number of operations and their natur 
be determined for each article depending on 


hardness, method of fabrication, nature of surf. 
finish required. The wheel stages in some typi: 
ishing operations are listed in Table I. 
Table I 

Typical Polishing Sequences 
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Sequence ot Seque 
Vaterial Operation Vaterial Oper 
Sand- (Grinding) * Sheet, wrought Bufing 
castings Roughing materials Colorin 
Greasing Forgings, (Greasi 
Bufhing Tubes, suffing 
Coloring Extrusions. Coloring 
Gravity die- (Roughing)* Automatic Greasing 
castings machine 
products 
Pressure die- (Greasing)** Small articles Buffing 
castings (Greasing) ** all kinds, Coloring 
Buffing 3arrel tumb- 
Coloring ling and 


burnishing 





*Operations in parentheses may be omitted. 

TIf two greasing operations are given, the first may be carried 
out using a glued-rag wheel and 100-mesh emery, the sec: 
with a felt wheel employing 150-mesh emery. 


Reflectivity 

The reflectivity of mechanically polished aluminum 
is high compared with most other metals, and usua!|\ 
increases with the purity of the metal. 

A substantial amount of high-purity (99.99% ) alum 
inum is, however, employed for reflector work for 
which the mechanical finishes useful for decorative 
purposes are insufficient. 

Such reflectors are mechanically polished, as ¢e- 
scribed above, and subsequently electropolished. Re- 
cently progress has also been made in electrolytic and 
chemical polishing processes on commercial aluminum 
and its alloys, with the aim of reducing or eliminating 
mechanical polishing operations. This subject will be 
discussed fully in a later article in this series. 


Matte and Satin Finishes 

Decorative non-reflective surfaces, varying from a 
coarse sandblasted finish to a satin finish are obtained 
by various treatments. 

Fine set-up wheels or grease wheels may produce a 
finely lined surface which may be cleaned and |ac- 
quered or anodized. This process may be improved by 
applying a suitable grade of emery or garnet paper 
while the article is rotating. Alternatively, flat surfaces 
may be treated with sand, emery or garnet, on a [lat- 
bed finishing or sanding machine, after which the work 
may be given a short treatment in an electropolishing 
bath or cleaned and anodized or lacquered. 

The two most important methods by which a matte 
surface may be obtained are, however, scratch-brush- 
ing and sandblasting. Various finishes may be ob- 
tained by these methods depending on the operating 
factors and the initial state of the surface. Surfaces <0 
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treated are attractive and may be used for many pur- 
ows, but it must be remembered that the natural 
oxide film is destroyed and the surface left exposes 
to corrosive influences unless the article is lacquered 
+ anodized without delay. 


Scratchbrushing 


oth coarse- and fine-matte finishes may be obtained 
by scratchbrushing, depending on the operating fac- 
tors. The process is carried out by means of a wire 
brush applied either manually, or preferably driven on 
a hand lathe or automatic machine. Very large work 
which it is impossible or inconvenient to lift, may be 
scratchbrushed by means of a brush worked on a 
flexible drive. 

The metal surface prior to scratchbrushing should 
be given a medium sandblast or a preliminary rough- 
ing and greasing operation, and. for fine satin finishes, 
castings may first be buffed with a felt wheel using 
greaseless composition. The surface must be free from 
dirt and grease, and is preferably cleaned in the de- 
greaser or treated with hydrated lime applied as a 
preliminary or on the brush. 

The diameter of the wheel is usually 6 to 10 in. and 
the peripheral wheel speed varies with the nature of 
the work, coarse finishes on wrought articles being ob- 
tained by speeds of 5,000 ft. per min. while, with cast- 
ings where there is a greater danger of tearing the 
surface, the speed is reduced to 1,200 to 1,600 ft. per 
min., or even lower when a very fine-satin finish is 
aimed at. 

The wire may be of stainless steel, nickel, nickel- 
silver or brass and may be either straight or crimped. 
The wire diameter, depending on the work and nature 
of the finish, varies between 0.002 and 0.020 in., the 
finest wire being used for satin finishes on greased or 
buffed surfaces. Fiber brushes sometimes replace wire 
brushes in finishing operations. Brushes have to be 
cleaned frequently with pumice stone or soft brick to 
avoid dragging by metallic or aluminum-oxide parti- 
cles. For the same purpose, care must be taken not to 
exert too heavy a pressure in scratchbrushing — a light 
application is sufficient. 

The angle of application of the work to the brush 
must be uniform, but can be varied according to the 
desired finish. Sometimes, contrasting designs are ob- 
tained by varying the direction. Scratchbrushing may 
be carried out either dry or with a jet of water play- 
ing on the brush. 

As a modification of the scratchbrushing process, 
a spin finish may be given to hollow work by revolving 
it against an oily cloth dipped in abrasive and finish- 
ing with stainless steel wool, similarly treated, and a 
cleaning cloth. Instead of oil and abrasive, soap solu- 
tion or greaseless polishing composition may be used. 

Some scratchbrushed surfaces, if not lacquered or 
anodized without delay, are liable to attack when ex- 
posed to a corrosive medium. This is caused by the 
breakdown of the natural oxide film and the local 
electrochemical corrosion that takes place where metal 
particles, particularly brass, cathodic to aluminum 
have become embedded in the surface from the wire. 
To prevent local attack of this kind, the scratchbrushed 
metal should be cleaned by immersion in a nitric acid 


dip. 
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Blast Cleaning and Finishing 


The purpose of sand-, shot- or grit-blasting is to 
clean the surface and to produce a matte finish either 
for decoration or as preparation for organic enameled 
or sprayed coatings, etc. Sand- or shot-blasted surfaces 
may also be scratchbrushed to a satin finish, or lac- 
quered or anodized. The process involves bombarding 
the surface with various abrasives by means of com- 
pressed air or centrifugal force. and may be carried 
out on the rough surfaces of extrusions. forgings, rolled 
shapes and heavy-gauge sheet. It is not to be recom- 
mended for thin sheet, as blasting may warp the sur 
face. 

Sand- or shot-blasted surfaces are often chemically 
clean and no further cleaning treatment is required 
before anodizing, provided there is no delay between 
operations and care is taken to avoid finger-marking, 
and shop contamination. If properly clean, blasted sur- 
faces provide a good key for paint finishes especially 
where the surface must withstand vibration. e.g.. on 
buses, trains, etc.' Lack of precaution in ensuring the 
cleanliness of such surfaces may, however, be responsi- 
ble for poor adhesion of coatings. Blasting materials 
vary widely in kind and size and may be classified as 
follows:* Metallic grit, metallic shot, alumina, flint or 
silica, bank or ocean sand, carbides, steel chips and 
brass turnings. Most commonly used are washed silica 
sand, steel shot, pulverized silica and silicon carbide 
sand. Various surface and color effects are obtainable. 

Metallic shotblasting work-hardens the metal sur- 
face, cleans it by impact and tends to relieve fatigue 
and strains, having a beneficial effect on the life of the 
work also by preventing cracks from spreading and 
providing tiny reservoirs for lubricants on the surface 
of sliding metal parts. Shotblasting is also more eco- 
nomical than sandblasting as the required quantity of 
blasting material is appreciably smaller. One hundred 
pounds of steel shot or grit will do the work of two 
tons of blasting sand, as grit and shot may be used 
over again and have a very much slower breaking 
rate. Less dust is caused by metallic abrasives and a 
longer nozzle life is obtained, the overall expense being 
often balf that of sandblasting. In addition the use of 
metallic abrasives eliminates the risk of silicosis. 

There is, however, the tendency for foreign metal 
particles to become embedded in aluminum-alloy 
surfaces, causing discoloration and local corrosion pit- 
ting. For this reason the less corrosion-resistant high- 
strength alloys are preferably sandblasted. 


The color of a blasted surface depends largely on the 
material used. Light grey colors are obtained on alum- 
inum by blasting with silica sand and steel shot, while 
silicon carbide grit gives a dark grey, and pulverzied 
silica, a light blue finish. The texture of the surface is 
determined by the air pressure, the nozzle size, the size 
of the abrasive and the distance and angle of the nozzle 
to the work. Comparative operating factors for blast 
cleaning different metals and obtaining various finishes 
on aluminum are given in Tables II and III. 


In metallic blasting of aluminum alloys a fine finish 
is generally obtained by the use of No. 40 metallic grit, 


while No. 50 shot may be used for a somewhat coarser 
finish. 









Table Il 


Comparative Factors in Blast-Cleaning 
Various Metals* 





Air pressure (p.s.i.) using 
*<in. dia. nozzle 


Vetallic 


Vaterial to Flint-sand Steel shot 





be cleaned abrasive abrasives or grit 

Steel castings 70 to 80 

forgings 70 

plate 30 to 40 40 to 50 No. 50 grit 
Malleable iron 60 60 No. 26 shot 
Cast iron 60 60 No. 26 shot 
Aluminum 1) 40 No. 50 grit 
srass 40 50 No. 50 grit 
Bronze 50 50 No. 50 grit 





Lower air pressures, larger nozzle sizes and fine 
abrasives all tend to a finer rather than a coarser finish, 
though the finish will depend on the nature of the 
work treated. Alloy composition will affect operating 
conditions insofar as it affects hardness and corrosion 
resistance. Hard alloys and those in which superficial 
hardness has been obtained by work or heat treatment 
will need greater pressures and longer times. The opti- 
mum operation conditions should, however, be deter- 
mined for each article and the nature of the equipment 
available. 

The distance of the nozzle to the work as given in 
Table III is subject to modification depending on the 
nature of the surface. Plain surfaces take larger dis- 
tances than when the surface is irregular, in which case 
the distance must be adjusted to suit recessed parts. 

The nozzle should be operated by a parallel motion 
along the work and must be discarded when its size 
has worn large enough to alter the nature of blasting. 


Blasting Equipment 


Sand- and shot-blasting equipment are of various 
types*:* and employ various techniques. The oldest 
type of sandblasting machine consists of an airtight 
chamber, fitted with a window and armholes through 
which the operator manipulates the work. Barrel-type 
machines are available in which the work slowly re- 
volves and turns under the blast, or a cascading motion 
may be obtained on a conveyor belt.5 Larger size 
articles may be treated on a rotating table, the finished 
article being replaced by an untreated one at one point 
of continuous cycle. Instead of a nozzle, some machines 
allow the sand to be centrifuged onto the work off a 


Table Ill 


revolving wheel, and this frequently gives gre 
erage and more rapid treatment. The rate of 
is here controlled by the speed of the wheel 
distance of the wheel to the work. 

To obtain a uniform finish, it is necessary 
or shot-blast in one continuous operation. Wit 
work this presents no problems. In_ blasting 
work, it is necessary, however, to take specia 
ures. Machines are available, for example. by 
large sheets may be sandblasted in one operati: 

After a surface has been sand- or shot-blasted ' 
be given one of the treatments described above. [| 
immediate treatment depends on the subsequent 
and little specific detail can be added at this 
Surfaces which have been shotblasted should lx 
a nitric acid dip to remove foreign metal particles 
light-colored dyed-anodic finish is to be given. a 
immersion in dilute sodium hydroxide will remoy, 
silica after sandblasting, and prevent dark patches 
after anodizing. After alkaline treatment, the work 
should be brightened in a nitric acid or nitric-hydr. 
fluoric acid dip. Provided that care is taken to pr 
contamination from finger-marks, etc., and there 
no delay between operations, no cleaning should }y 
necessary on a sandblasted surface before the applica 
tion of organic coatings, although longer life and bet 
ter adhesion is given to paint coatings by anodizi: 
chemically oxidizing the work first. 


Highlighting 

Various decorative designs can be given to an artick 
by polishing one and sandblasting another part of t! 
surface. This type of finish is widely used in architec- 
tural designs, e.g., house and shop fronts, household 
goods such as refrigerators, and ornaments, jewelrn 
etc. 

In highlighting, the raised portions are masked with 
brown paper, adhesive tape or an organic stop-off 
material, while the recessed parts of the surface ar 
sandblasted. Alternatively, the article may be placed i 
a specially designed frame or stencil such as is used 
in spraying. After sandblasting, the tape or paper is 
removed and the masked portions are buffed and 
colored. 

Variations of this process are carried out by paint 
ing either the raised or recessed parts or applying 
enamel to the latter. Instead of sandblasting, the re- 
cessed surface may be etched in dilute sodium hydrox 
ide solution with a subsequent nitric acid dip. This 





Operating Factors in Sandblasting Aluminum 








T ! 
as W ork Abrasive Nozzle | | Air pressure | Distance from | 
Finish : cee ey pare Size — work 
Class of work | Material Size Material | (1. per sq. in.) LC Angle 60° -91 
Coarse Small, light Crushed SiO, rock 6 to 20 mesh} Chill cast iron | % in. x 3 in. 30 to 90 12 in. to 20 
‘ Heavy % : 3 ” af "3 lo in x 3 in. 50 to 90 ns 
Medium Small, light Washed silica sand 40 to 80 a 1% in. x 5 in. 30 to 70 8 in. to 14 i 
ie Medium = 4 ve “t 3 in. x 3 in. 50 to 70 , 
Heavy ~ nf “3 “+i 16 in. x 3 in. 40 to 90 
Fine Small, light Silica sand 100 to 200* ‘ % in. x 5 in. 30 to 50 
> Heavy ” n ” 36 in. x 3 in. 50 to 75 
All work Flint shot sand . ; as 1g in. x 3 in. 30 to 80 
Very fine Sheet Silica sand 200 24 7 14 in. x 3 in. 45 8 in. to 12 i 








*To improve the flow, 20 per cent (wt.) coarse sand should be added. 
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nt is also sometimes given to the sandblasted 
surf 
Hammered Finishes 

Hammered finishes may be applied to household or 
sift ware, and produce an antique appearance. The 
aluminum is heated in an open smoky fire until the 
work is covered with a layer of soot. It is then ham- 
mered. imbedding some of the soot into the surface. 
By another method, an irregular pattern may be de- 
pres: d into the surface by a ball-peen hammer or 
similar instrument. 

[he raised areas may then be polished or given a 
satin finish with emery cloth, sandpaper or steel wool. 
or may be lightly seratchbrushed. 


Embossing 

This process may be mentioned, although it is not a 
finishing operation as such. Embossed surfaces may 
be obtained by rolling or stamping. The work is formed 
in a die so as to raise some and recess other parts of 
the surface. Designs frequently embossed include pyra- 
mid, fluted. diamond, hammered patterns, etc. 

The British Aluminium Co. Ltd., has also developed 
the “Imprest” process.° by which patterns are cold- 
rolled in contact with embossed fabric. wire gauze or 
lace, etc. This pattern is then impressed into the surface 
and appears as a contrast when set off against brightly 
rolled areas. 

Embossed designs may also be imparted by spinning 
or by photographic etching. 


Mill Treatments 


Aluminum-alloy sheet may be clad at the mill to give 
mechanical or electrochemical protection against cor- 
rosion. The cladding may consist of pure aluminum 
or aluminum alloy, depending on the composition of 
the base metal. 

Aluminum sheet may also be “fluted” at the mill. 
This consists of rolling a series of parallel lines into the 
surface and is used for decorative purposes. It is a 
useful treatment for large plain surfaces to hide struc- 
tural markings and blemishes on anodizing. etc. 


Barrel Polishing 


Great economy may be obtained in the polishing of 
small components of suitable shape by treating them 
in a barrel, as in wheel polishing, various types of 
treatment being available to produce different effects. 

Before barrel burnishing, articles must be carefully 
inspected for defects. Deep scratches will not be elim- 
inated by most processes and should be treated by 
hand or rejected. Provided that the articles are small 
and will not interlock, most components whether 
wrought, sand- or die-cast or stamped, may be bur- 
nished. Alloy composition is usually immaterial though 
alloys containing large amounts of magnesium may 
cause difficulty as they must not be treated in solutions 
containing acid or other corrosive media. After inspec- 
tion, if the work is only slightly contaminated, it may 
be cleaned by a 10- to 15-second immersion in 5 per 
cent hydrofluoric acid. If grease or oil is present it is 
usual to precede this with treatment in a mild alkaline 
cleaner operated at between 180 and 200°F. 

\ recommended formula is:* sodium carbonate, | to 
3 oz./gal., and trisodium phosphate, | to 3 oz. ‘gal. 
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These treatments perform a function analogous to 
the barrel-scouring operation, carried out with sand 
and sulphuric acid which is employed with heavy 
metals. The metal surface must be chemically clean, as 
oil, grease or foreign matter may retard or even pre- 
vent burnishing. 


Burnishing 


Burnishing itself may be carried out in a number 
of ways to suit various purposes and may be classified 
as follows: 


Wet BuRNISHING: 


This method is suitable only where the work is 
capable of exerting sufficient pressure by its own 
weight. In this, the work is burnished by contact with- 
out the use of a cutting medium. or together with metal 
balls or granite, limestone chips. etc. Minute particles 
of metal are worn off the highpoints with some plastic 
flow. Pressure homogenizes the surface and works the 
projection into minute grooves producing a smooth, 
lustrous surface. The burnished surface thus has a 
severely worked layer of metal with a very fine crystal- 
line structure and slightly improved corrosion resis- 
tance. A slight etch is also produced by the solution 
which keeps the metal free from oxide. Very little 
metal is removed by the treatment. 

The work is placed in a wooden barrel and covered 
with water, the level of which should be about | in. 
above the top of the work. A burnishing agent or com- 
pound is added whose function it is to clean the sur- 
face and remove and prevent oxide formation. It must 
also facilitate gliding and prevent metal chips from 
becoming emulsified. 

The most commonly used burnishing agents are 
soaps. Detergent properties are of lesser importance 
than lubrication. and soaps should be either neutral or 
only slightly alkaline or acid. Whale oil, fish oil. lard 
oil, palm oil, cottonseed oil, peanut oil and tallow are 
frequently used soap components. Mild vegetable-base 
soda soaps are entirely satisfactory. Additions to the 
soap solution may include sodium cyanide, boric acid, 
borates, citrates and tartrates. The soap should be 
highly soluble, possess good rinsing qualities and must 
not tarnish the work. 

\ slightly acid lubricant recommended for burnish- 
ing aluminum® consists of soap flakes to which sufh- 
cient oxalic acid has b en added to keep the hvdrogen- 
ion concentration just below pH 7. 

More recently. soaps have been replaced as burnish- 
sulphated 
alcohols, fatty-acid esters or their derivatives, or 


ing agents by neutral wetting agents, e.g.. 


derivatives of oxyalkylsulphonic acids. These are more 
addition of a mild 


etching agent to remove oxidation products 


stable than soap but require the 


\ ‘typical formula is:* acid potassium or sodium 
fluoride, 0.7 oz./gal., wetting agent. 0.13 oz. gal. and 
sodium bisulphate 0.5 oz. /gal. 

\lloy composition will, however, determine the kind 
of lubricant used. The formation of excessive foam 
must be avoided and alcohol may be added to soap 
solutions for this purpose. The rate of barrel rotation 
for wet burnishing should be between 30 to 50 revolu- 
tions per min. 

Granite or lime chips or steel balls are employed for 












the majority of applications and are essential for 
recessed or sharp work, or where the weight of the 
articles is insufficient for the normal wet burnishing. 
The polish is here obtained by constant impact of the 
burnishing balls or chips and the rubbing action with- 
in the rolling mass under pressure. 

The quality of balls is important. Hardened, highly 
polished chromium-steel is the best material. Cast balls 
are sometimes used but are liable to crack and the size 
of the balls depends on the nature of the work. Large 
balls may be used on plain surfaces and work faster. 
Smaller balls give a better finish but operate more 
slowly and are more expensive; small balls must, how- 
ever, be used on irregular shapes. 

Steel shot of +4; to 14 in. diameter may be used for 
varying purposes, the most common size being about 


> 


3s in. diameter. 

Special shapes such as cones, pins, slugs, pebs and 
discs, etc., may be used instead of, or together with, 
balls. Balls need not be perfectly round, but should 
be as hard and smooth as possible. Sometimes star- 
shapes are employed for deeply recessed or angled 
work, 

The work is carefully placed into the barrel together 
with about twice its volume of the chips or shot. Water 
is added to about two-thirds the barrel capacity and 
the burnishing agent is added. This may be 1 to 2 oz. 
per gal. of soap or any of the materials described for 
wet burnishing. 

The barrel is then rotated at 25 to 35 r.p.m. for 
about 30 minutes after which it is advisable to run off 
the solution and start again with clean materials. Balls 
that are covered with aluminum dust may be cleaned 
by means of a caustic dip. 


The time of rotation depends on a variety of factors. 
Small parts having sharp edges or angles can usually 
be polished for only short times. The longer the times, 
the finer is the finish obtained. 


Depending on the initial surface and thé desired fin- 
ish, several operations may be required. Thus an initial 
“grinding” operation with granite chips may be fol- 
lowed by burnishing using highly polished steel balls. 
The latter are invariably employed for the final treat- 
ment in the production of a high finish. In some cases 
it may be desirable to etch the surface lightly before 
the final operation to obtain a clean finish. 


Little can be laid down about the barrel polishing 
time. This varies with the speed and motion of the 
barrel, its size and capacity, the volume of the load, the 
proportion of work to chips or steel balls and the solu- 
tion level. The choice of these variables must be made 
for each particular component. The best results are 
obtained empirically, by trial and error and operator 
experience and know-how backed by experiment for 
each new application. 


BALL BuURNISHING (Dry): 


Small components may be burnished with small steel 
shot of ;'y in. to 5°; in. diameter in open, obliquely 
mounted barrels running at low speeds, i.e., 30 to 50 
r.p.m. for small barrels of 12 in. to 18 in. diameter. 
This treatment is seldom employed, however, and only 
if no other finishing process is to follow. 









Dry BuRNISHING: 


Dry burnishing without balls is applied | 
a matte finish before wet burnishing, or to 
key for electroplated or paint coatings, etc. || 
be used as a nickel finishing operation on nich 
articles, etc. For one such process’ the article- 
given a preliminary wheel polish with mediu 
and are then rotated in a horizontal or obliqu 
barrel of the wood-shell type. This may b 
grinding or roughing operation or a finishin: 
tion, depending on the material used. For the { ry 
the material may be either coarse maple saw 
kiln-dried corncobs which have been hamm 
into a rough meal. FF pumice is added in the 
tion of one quart of pumice to four quarts of fi! 
material and this will produce a fine-matte finish } 
breaking down into successively finer material. Th 
barrel is rotated at about 30 r.p.m., or less when jntri. 
cate or larger work is processed. The time taken {o; 
this operation varies with the nature and thickness 0; 
the oxide film as well as the state of the surface. }y; 
will usually average up to five hours. By replacing th 
pumice by a silica-rich diatomaceous earth, a coarse; 
finish may be obtained in a shorter time. 

Dry burnishing with hardwood sawdust is often used 
also as a finishing operation after wet burnishing wit! 
or without balls. This corresponds roughly to a color- 
ing process though, of course, the polish obtained falls 
short of that obtainable by wheel polishing. 

When aluminum is dry burnished, care must be 
taken to fill the barrel completely with burnishing 
materials to prevent the lightweight metal coming out 
on top. Barrel speeds must be correspondingly in. 
creased. The proportion of burnishing material to meta! 
should be approximately 5 to 1 by volume. 

There are other burnishing processes, employing 
variety of materials. In one such process.!” for ex- 
ample, aluminum sheet is fastened to the floor of a box 
containing sand and water and is burnished }y 
rotating or reciprocating motion, while in anothe: 
process, the polishing agent consists of neoprene rub- 
ber particles impregnated with aluminum oxide." The 
rubber acts as a cushion and burrs are claimed to by 
removed and a smooth finish obtained without remov- 
ing more than 0.001 in. of metal. The standard barre! 
may be used for this purpose or may be lined with neo- 
prene rubber. 


BURNISHING BARRELS: 


Barrels used to be mostly made of hardwood, though 
rubber-, steel-, or bronze-lined barrels have recently 
been introduced. Wood is a good material for light 
work. 


Cutting down, or rolling prior to burnishing is car- 


ried out in tilting or horizontal barrels. Burnishing 
barrels are built in two general types, viz., large- diam 
eter and short-length barrels; these develop great p 
sures on the work and have a fast action, and si 
diameter and greater length barrels; these are 
more delicate work, especially for long and slender 
pieces which would otherwise be liable to tangle. 


The type of motion of the barrel may also vary { 
the simple revolution about a vertical axis or the aici 
(Concluded on page 101) 
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Government Finishing Specifications 


An Explanation and Digest Relating to Metal Coatings and 
Surface Treatments 


(Other than Organic Coatings) 


By N. E. Promisel, Navy Department Bureau of Aeronautics and David M. Promisel 


This is the second and last installment on Government 
specifications. Part I of the article appeared in the May 


issue.—Ed. 


Ordnance Department U. S. Army Tentative 
Specification AXS-1607, 15 May 1945 


“es 


ilms. Chemical: Corrosion Preventive, 
For Aluminum and Aluminum Alloys 


Covers corrosion preventive chemical films which 
also may be used as a base for painting. 


CorROSION RESISTANCE: 


Unpainted parts shall withstand 200 hours salt spray 
without more than minor corrosion. 

Painted parts, after specified painting and scribing 
to expose untreated metal surface, shall withstand 500 
hours “standard 20°” salt spray without visible cor- 
rosion except in scribe marks and without evidence of 
paint blistering or flaking adjacent to scribing. 

Paint Adhesion, both before and after salt spray ex- 
posure, shall be equivalent to adhesion of same paint 
coatings on parts treated in accordance with Frank- 
ford Arsenal Specification FXS-963 (now superseded 
by Specification 3-184) and exposed simultaneously. 
When cut with knife edge held at right angles to panel, 
it shall be difficult to lift any film from surface and cut 
shall show a fine feathered edge down to bare metal. 
Specification 3-184 specifies an adhesion test consisting 
of bending a baked panel rapidly through 180 degrees 
over a ¥¢ inch mandrel. The panel shall previously 
have been “scratched through” and the scratch mark 
shall be directly under the mandrel so as to bisect the 
bend. The paint shall adhere tightly on the bend near 
the scratch mark. 


Military Specification MIL-M-3171 
dated 31 March 1950 


(Superseding AN-M-12a dated 6 March 1946) 


Magnesium Alloy: Processes for Corrosion 
Protection of 


Covers general requirements for equipment, material 
and procedures in processing magnesium alloys to in- 
crease their corrosion resistance and prepare them for 
paint-type coatings. 
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TYPES: 


| — Chrome pickle. For temporary storage, domestic 
shipment, electrical bonding, touch-up of previously 
treated work and for brush application when permit- 
ted. Applicable to all alloys when close dimensional 
tolerances are not required. 

I] Sealed chrome pickle. For general long time 
protection of all alloys when close dimensional toler- 
ances are not required. 

111 — Dichromate treatment. For general long time 
protection of all alloys except manganese-magnesium 
and magnesium-cerium alloys, including work for 
which close dimensional tolerances are required. 

IV — Galvanic anodizing. For manganese-magne- 
sium alloy (114 percent Mn, remainder Mg) when 
close dimensional tolerances are required. Applicable 
also to magnesium cerium alloys. 


CLEANING AND PICKLING: 

Specification contains detailed requirements applic- 
able to castings and wrought products, which space 
limitations do not permit summarizing herein. 


PROCEDURES: 


Only the major solutions and general treatments are 
included here. 


Type I Solution contains sodium dichromate 
(NasCr.0;2H2O) 1.5 lbs., nitric acid (sp. gr. 1.42) 
1.5 pints, water to make | gal. Immersion varies from 
14 to 2 minutes at room temperature. Parts are then 
exposed to air at least 5 seconds, thoroughly rinsed in 
running cold water and then dip washed in hot water 
and dried. 

Type Il 


above is followed immediately by sealing for 30 min- 


- The chrome-pickle treatment described 


utes in the following solution at boiling temperature: 
potassium or sodium dichromate, 10 to 20% by 
weight; magnesium or calcium fluoride, 0.25°% by 
weight. Part is rinsed thoroughly in running cold 
water, dipped in hot water, dried and painted im- 
mediately. 


T ype [11 — The part is pickled, after cleaning, for 5 


minutes, at room temperature, in a hydrofluoric acid 









solution (1 part 60% acid to 2 parts water, by volume) 


thoroughly rinsed in running cold water and then 
boiled for 30 minutes in the dichromate solution de- 


scribed under Type II. 
Type Ih 


water and dry. 


Caution: A number of hazardous operations and 
chemicals are involved in the treatment of magnesium 
in accordance with this specification and suitable pre- 
cautions to protect personnel should be taken. 


Military Specification MIL-S-5002, 
Amendment -l, dated 15 February 1951 


Surface Treatments (Except Priming and 
Painting) for Metal and Metal Parts 
in Aircraft 


Covers requirements for surface treatments for metal 
surfaces of aircraft airframes and parts prior to appli- 
cation of primer and paint coatings, and also where 
primer and paint are not required. 


This specification does not lend itself to abstracting, 
due to the numerous detailed requirements. Process 
details are generally included in other specifications 
abstracted in this article. Therefore, only an outline of 
the general contents is included here, as follows: 

Special cleaning, pickling and passivating re- 
quirements and restrictions for a variety of mate- 
rials. 

Surface treatment of alloys under various condi- 
tions. 

General requirement that all carbon and low alloy 
steel, brass, bronze, copper and nickel alloy parts 
be cadmium or zinc plated. 

Exemptions from electroplating requirements. 

List of applications where zinc plating shall not 
be used. 

Types of applications permitting use of chrome, 
nickel and tin plating. metal spraying, hot dip coat- 
ings, phosphate treatments and black oxide treat- 
ments. 

References to detailed processing specifications 
for above treatments where such exist. 


Military Specification MIL-C-5541, Amendment 
-1, dated 28 March 1950 


(Supersedes Specifications MIL-C-5541 and 
AN-C-170) 


Chemical Films for Aluminum and 
Aluminum Alloys 


Covers chemical films on aluminum and aluminum 


The part is immersed for 5 minutes, at 
room temperature, in a 15-20% (by weight) hydro- 
fluoric acid solution, washed thoroughly in running 
cold water and then galvanically anodized at room tem- 
perature in the following bath: ammonium sulfate 
(NH,4)2SO,4, 4 ozs.; sodium dichromate (NasCr.O-; 
2H.O), 4 ozs.; ammonia (sp. gr. 0.880), 1% fl. oz.; 
water to make | gal. Use iron or steel cathodes or tank, 
current density 2-10 amps./sq. ft., time to produce a 
uniform black coating but not less than 70 ampere- 
minutes/sq. ft. Rinse in running cold water, dip in hot 





alloys for use as a paint base and as a cor: 
ventive film. They may be used instead of a: 
when specifically authorized by Procuring » 
Qualification — Required. 
Salt Spray Tests (“Standard 20%,” 
tests shall be conducted on aluminum alloy 2 \s-7 
Specification QQ-A-355. 


solutior \ 


Unpainted specimens shall be exposed 
without corroding to such an extent as to res 
average reduction in elongation of more t! 10) 
compared compared with duplicate unexposed s 
mens. 


Painted specimens, coated with one coat zine chro. 
mate primer (Specification AN-P-656) and two coats 
lacquer (Specification AN-L-29), shall be scribed 
through to untreated surface with two perpendicular 
lines, each 2 in. long, and shall be exposed 500) hours 
without visible corrosion except in scribe marks and 
without evidence of paint blistering or flaking adjacent 
to scribe marks. 

Paint Adhesion — Above paint films shall be dried 
24 hours before and after salt spray test. When drayw. 
ing down with a fine knife edge held at right angles to 
panel, it shall be difficult to lift any film from surface 
and cut shall show a fine feathered edge down to the 
bare metal. Both before and after salt spray test. adhe- 
sion when determined as above shall be equivalent to 
adhesion obtained with same paint coatings applied to 
anodized surfaces. 


Military Specification MIL-A-8625 (ASG), 
dated 11 August 1953 
(Superseding AN-QQ-A-696a, dated 11 April 194] 


Anodic-Coatings, For Aluminum and 
Aluminum Alloys 


Covers processes and requirements for anodic coat- 
ings on aluminum and aluminum alloys, to serve as a 
base for paint or corrosion protection. 


TyYPEs: 

1 — Chromic acid coatings 

Il — Sulfuric acid coatings 

Except as otherwise specified, either may be fur- 
nished. 
RESTRICTIONS: 


Assemblies which contain non-aluminum compo- 
nents which would be attacked during anodizing or 
would attack the aluminum shall not be anodized as 
assemblies unless these non-aluminum surfaces are 
suitably masked. 


Type I coatings shall not be applied to casting alloys 
with nominal copper content in excess of 5.0 percen! 
or when the total content of alloying elements exceecs 
7.9 percent. 


Type II coatings shall not be applied to parts or 
assemblies which contain joints or recesses in w/iic! 
the anodizing solution may be retained. Anodic «oat- 
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on assemblies of this type shall be applied by the 


T, e I process. In the event the type I process is also 
inopplicable, the part or assembly should not be ano- 
dized. 

iuality control — May be either by anodic coating 


weight or by “standard 20°” salt spray tests. 
{nodic coating weight control — When this method 
; selected, the following requirements apply: 


Minimum Coating V eights 


[ ncolored Colored 
Type I~. 200 mg./sq. ft. 500 mg./sq. ft. 
7 ype et, GOR 2500* 


For identification purposes on parts like rivets, weight need 

only 600 mg./sq. ft. 

Coating weight shall be determined by weighing test 
panels before and after stripping in a series of 5 minute 
immersions, at 212°F., in a solution of 37 milliliters 
phosphoric acid (85%), 20 grams chromic acid 
(CrO.) water to make 1000 milliliters. 


PROCESSING CONDITIONS: 





Vinimum 

anode 

current Solution 

Stead) density Temperature 
Coating Type Voltage amp./sq. ft. C F 

I (Uncolored) 38-42 H 32-35 90-95 
I (Colored) 38-65 ] 32-50 90-122 
Il (Uncolored) as required 12 21+1 70+2 
II (Colored) as required 16 20-31 68-88 





Post ANopic PROCEss: 
Immediately after anodizing, parts shall be proc- 
essed as follows: 


Type I Coatings Type II Coatings 








Uncolored Colored Uncolored Colored 
Water rinsed’ Water rinsed Water rinsed Water rinsed 
dried* colored sealed colored 
Water rinsed Water rinsed Water rinsed 
Water sealed’ dried*® sealed 
dried® Water rinsed 
dried*® 





Fina] rinse temperature 150° F. min. 
“Temperatures 208° - 212°F. for 5-10 minutes, pH 5.6-6.4. 
“Drying temperature shall not exceed 215°F. 


Salt Spray Test Control — When this method is 
selected, salt spray exposure shall be run for 250 hours. 
If any corrosion occurs, the corroded specimens shall 
be tensile tested and shall not show reduction of elon- 
gation greater than 10 percent, when compared with 
unexposed, duplicate samples. 


SURFACE TREATING — SPECIAL 
EQUIPMENT 


Joint Army-Navy Specification JAN-F-495, 
Amendment -2, dated 31 July 1950 


(Superseding Amendment -1, dated 31 January 1950) 
Finishes for Equipment Hardware 


Covers baked organic and chemical oxidizing type 
finishes intended primarily for small hardware such as 
buckles, clips, snaps, etc. Of the three types listed be- 
low, only Type III is summarized in this abstract, 
which does not include organic finishes. 
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Types: 
| — Baked phenol formaldehyde coating. 
II Baked urea formaldehyde coating. 
itl Chemical oxidizing tvpe coloring. to produce 


a black. dull finish on brass and bronze. 


DeTarL REQUIREMENTS: 
Color and gloss Lusterless. black. with gloss be- 


low 15 on Gardner scale. 


Thermal Shock Finished items shall show no flak- 
ing and no more than slight change in appearance at 
the end of five cycles of immersion in boiling water for 
5 minutes, followed immediately by immersion in ice 
and water mixture (32°-34°F.) for 1 minute. 


Resistance to Soap Solution Finished items shall 
show no more than slight change after immersion in a 
5% soap solution (Federal Specification P-S-536) at 


195°F. for 2 hours. 


Resistance to Accelerated Weathering Finished 
item shall show no more than slight change after ex- 
posure for 200 hours to carbon are accelerated moist, 
cyclic weathering in accordance with Specification 


TT-P-141 Method 615.1. 


Flexibility and Adhesion 
crack when clinched or bent. 


Finished item shall not 


U. S. Army Specification No. 72-53, 


Amendment 3, 24 March 1952 
Superseding previous amendments 
Finishes (For Ground Signal Equipment) 


Covers painted and plated finishes on ground signal 
equipment: both complete equipment and construc- 
tional parts thereof, such as boxes, covers, panels, ete. 
Also applies to circuit elements and subcontractor parts 
such as capacitors, transformers, etc.. when finishes for 
these items are not otherwise specified. 


TYPEs: 

Type | Exposed. This type refers to exterior sur- 
faces of equipment, exposed to direct action of ele- 
ments such as humidity, dust and sand storms, salt- 
laden air, hail and rain, sun. 

Type Il Not exposed. This type refers to interior 
surfaces completely or partially sheltered from ele- 
ments. 


PAINTED FINISHES: 


Not abstracted in this article. 


CHEMICAL FINISHES: 


Chemical Blackening on zinc plated steel. Where per- 
mitted, process shall be in accordance with Type III, 
Class A, Grade I. Specification 57-0-2, followed by oil 
or wax. Shall withstand 5 cycles of moisture resistance 
test of Drawing SC-D-16286 without formation of ex- 
cessive white corrosion products. Fifty-hour “standard 
20°.” salt spray may be substituted for above. 

Phosphate Finish on steel. Same requirements as for 
“Chemical Blackening” (above) except that process 
shall conform to Type II, Class B, Specification 57-0-2. 
































Coating Metal 











and 
Base Metal 

















METALLIC COATINGS: 


PLATED COATINGS 


Plated coating thicknesses shall be in accordance 
with following table and must be finished with paint 
(except in the case of gray chrome) : 


Vinimum Coating Thickness in Inches 


Typel 


(Exposed) 


Type Il 


(Not exposed) 








Nickel Coating on 
Ferrous Base Metal 



































.00125 total nickel 
and copper 

.0006 nickel min. 
Type F. S. Spec. 
57-0-2 


.00075 total nickel 
and copper 

.0004 nickel min. 
Type K. S. 57-0-2 





Nickel Coating on 
Copper and Copper 
Jase Alloys 




















.0005 
Type F. C. ASTM 
B14] 


0003 
Type K. C. ASTM 
B141 





Copper Coating on 
Ferrous Base Metal 











001 


.0005 





Silver Coating on 


Ferrous Base Metal 











.0005 over .0003 
copper undercoat 


.0003 over .0002 
Copper undercoat 








Silver Coating on 
Copper and Copper 
Base Alloy 

















.0005 


0002 


























on Ferrous Base 


Metal 














Spec. 57-0-2 


Zinc Coating on .0005 Type L. S. .0003 
Ferrous Base Metal Spec. 57-0-2 
Cadmium Coating .0005 Type N. S. .0003 








Lead on Ferrous 


Base Metal 





























.0015 over .00005 


copper undercoat 


.001 over .00005 


copper undercoat 





0015 over .00005 
copper undercoat 
where battery acid 
fumes are encoun- 
tered 








Lead on Copper and 
Copper Base Alloy 

















.0015 


001 

.0015 where _bat- 
tery acid fumes 
are encountered 








Chromium Coating 
(Bright) on Ferrous 
Base Metal 












































.00001 over .00125 
total nickel and 
copper 
.0006 nickel min. 
Type F. S. Spec. 
97-0-2 


.00001 over .00075 
total nickel and 
copper. 
.0004 - nickel min. 
Type K. S. Spec. 
57-0-2 








Chromium Coating 
(Bright) on Copper 
and Copper Base 


Alloy 




















.0001 over .0005 
nickel undercoat 
Type F. C. ASTM 
B14] 


.00001 over .0003 
nickel undercoat 
Type K. C. ASTM 
B141 








Chrome (Gray) on 
Ferrous Base Metal 



































.00001 chromium 
over .00125 total 
nickel and copper. 
.0006 nickel mini- 
mum Type F. S. 
Spec. 57-0-2. 


Not Applicable 








Chrome (Gray) on 
Copper and Copper 
Alloys 



































.00001 chromium 
over .0005 nickel 
undercoat Type F. 
C. 2 -2ore 
B14] 


Not Applicable 





Tin Coating on 
Ferrous Base Metal 














.0005 hot dip 
003 electroplate 


.00007 hot dip 
.00004 electroplate 








Tin Coating on 


Copper and Copper 
Base Alloys 

















.00007 hot dip 
.00005 electroplate 


.0003 hot dip 
.0001 electroplate 











SPECIAL CASEs: 























JAN-C-669) . 
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Threaded Parts — Unless otherwise specified, mini- 
mum thickness shall be 0.0002 in. External threaded 
parts shall be coated with anti-seize compound (Spec. 


Holes or Deep Recesses — Consult Contra: (jf. 
ficer. 

Springs — Bake at 350°F. for 1% hour or 251 
one hour. 

Gray Chrome — Use Specification MIL- 
where abrasion and electrical contact are invo| 
telescopic and collapsible antennas. 

Small Exterior Parts — Where paint is impr 
use dull nickel or gray chrome. 


PropucTION Tests FOR METALLIC COATINGS: 


Thickness — Determined in accordance with Syeci. 
fication 57-0-2. 

Flexibility — Coating shall not crack or peel whe 
sample is bent 180 degrees around mandrel of diameter 
equal to thickness of metal. 


Military Specification MIL-P-12011 (Ord), 
13 May 1952 


(Superseding U. S. Army 51-70-1A, 16 May 1945 


Painting and Finishing of Fire Control] 
Instruments: General Specifications for 


Covers requirements for paint and other finishes 
(chemical treatments, plating, etc.) for fire control in- 
struments and accessories, including methods of prep- 
aration of material and methods of application. Or- 
ganic finish systems are not covered in this abstract. 


PREPARATION OF METALS PRIOR TO PAINTING: 


Aluminum — Anodized in accordance with Specifi- 
cation FXS-963, Type B unless too large for available 
equipment, in which case chemical surface treatment 
approved by contracting officer shall be used. 

Magnesium — Treated in accordance with Specifica- 
tion MIL-M-3171 or given treatment with alkaline 
dichromate, chrome alum or HAE process. 

Zinc — Phosphate treated unless too large for avail- 
able equipment, in which case phosphoric acid Condi- 
tioner may be used if approved by contracting officer. 

Copper and copper alloys — Cleaned free from oil, 
grease and dirt and sand-blasted, unless otherwise 
specified. 

Steel — Phosphatized, using Specification 57-0-2. 
Type II Class I where possible. If part too large for 
available equipment and if spray phosphatizing equip- 
ment not available, phosphoric acid conditioning 
methods of Specification JAN-C-490 may be used if 
approved by contracting officer. 


PLATED FrntsHes (Finish NUMBER 21 SERIES) : 


Cadmium, decorative chrome, service chrome, lead, 
nickel and zinc, when applied to ferrous metals, shall 
be in accordance with Specification 57-0-2. 

Tin plating shall be in accordance with Specifica- 
tion MIL-T-1072. 

Other deposits on ferrous and non-ferrous metals. 

No requirements specified, contingent on promulga- 
tion of applicable specifications. 


CHEMICAL INORGANIC AND OTHER FINISHES: 


Phosphate on Steel (Finish 22.02) — In accorda: 
with Specification 57-0-2, Type II. 
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(vide Black on Steel (Finish 22.04) — In accord- 


with Specification 57-0-2, Type III Class A. 


an 
(vide Black on Stainless Steel (Finish 22.05) — In 
accordance with Specification 57-0-2, as follows: 


Grade 1 — Type III Grade B 
Grade 2 (18-8 type steel) —- Type III Grade C 
\lolybdate Black on Zinc and Cadmium (Finish 
22,01) — No requirements specified, contingent on 
promulgation of applicable specification. 
Oxide Black on Copper and Copper Alloys (Finish 


») OF} - 


Class A — Cuprammonium carbonate method 
Class B — Anodic oxidation method 

Class C — Chlorite-sodium hydroxide method 
Class D — Aryl-sulphone monochloramide - sod- 


ium hydroxide method. 

{nodic Aluminum (other than preparation for paint- 
ing) — In accordance with Specification FXS-963, as 
follows: 

Type A, Chromic Acid 

Plain — Class 1 (Finish 23.01) 
Black Dye — Class 2 (Finish 23.02) 
Type B, Sulfuric Acid 
Hot Water Seal — Class | (Finish 23.03) 
Bichromate Seal — Class 2 (Finish 23.03) 
Black Dye, nickel acetate seal, bichromate seal — 
Class 3 (Finish 23.05) 

Magnesium (other than preparation for painting) — 
Modified Alkaline Dichromate (Finish 23.12); HAE 
Process (Finish 23.13). 

HypRoGEN EMBRITTLEMENT RELIEF TREATMENT: 

After the application of electrodeposits of cadmium, 
copper, chromium, nickel or zine, steel components of 
high carbon content or cold worked, low carbon steels, 
requiring good ductility, fatigue resistance and impact 
strength shall be baked at 350°F. to 400°F. for at least 
one hour prior to being put in service. Sections over 
one square inch in cross-section shall be baked at 
350°F. to 400°F. for one hour for each square inch of 
cross-section. Where the electrodeposit is to be given 
a supplemental finish, such as chromate, bake immed- 
iately after plating and before supplemental treatment. 


In the case of multiple coatings, bake only after final 
electrodeposit. 
TEsTs: 
Aluminum — Salt spray as in Specification 57-0-2. 
Magnesium Pretreatments — Salt spray as in Speci- 
fication 57-0-2 except that time limit shall be 24 hours. 
Metal Coating Thickness may be checked by mag- 
netic or mechanical methods or by non-destructive 
method approved by contracting officer. 


Military Specification MIL-I-983 (Ships), 
Amendment -2, 2 January 1951 
(Superseding Amendment -1, 15 August 1950) 


Interior Communication Equipment 
General Specification For 


Covers general design requirements, operating con- 
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ditions and evaluation tests for interior communica- 
tion equipment used in Naval ships or shore installa- 
tions. Particular requirements are contained in the in- 
dividual equipment specifications, but this specification 
contains the following salt spray test, as a general 
means of controlling corrosion resistance of completed 
components or individual parts which have been plated 
or which otherwise have been treated or designed to 
withstand corrosion: 


Salt Spray Test When specified in the individual 
equipment specification. complete component shall be 
subjected, under continuous ultra-violet light to a 20 
percent hot salt spray alt 130°F. for a period of 3 min- 
utes. followed by a hot air blast at 130°F. for a period 
of 3 minutes. The cycle shall be repeated continuously 
for 100 hours. Upon completion of the test, the com- 
ponent shall be washed with fresh water, dried and 
examined. Examination after the salt spray test shall 
show no appreciable corrosion or other damage to 
parts due to the salt spray. During test, all equipment 
shall be mounted in its normal installed position. Test 
equipment shall be equivalent to the Navy standard 
salt spraying machine (Drawing 9000-S6202-73724). 


Military Specification MIL-E-16400 (Ships), 
lL May 1953 


Electronic Equipment, Naval Ship and Shore: 
General Specification 

Covers general design requirements and construction 
of electronic equipment for Naval ship and shore in- 
stallations. Particular requirements are contained in 
the individual equipment specifications, but this speci- 
fication contains certain corrosion and environment 
tests and protective treatments for control of corrosion 
resistance as abstracted below. 

SALT SPRAY TEST: 

(See abstract of specification entitled Appendix II, 
Part G, General Specification for Inspection of Mate- 
rial.) 

Not applicable to complete sets or major units. Un- 
less otherwise specified in the individual equipment 
specifications, exposure shall be 192 hours for frame 
and enclosure structures and 48 hours for individual 
parts without evidence of corrosion of the base metal 
or white corrosion products in the case of zine or cad- 


mium plated parts. 
EQUIPMENT SUBJECT TO SEA WATER IMMERSION: 


Treatments, coatings, materials, etc., shall be such 
that maintenance to keep equipment free from corro- 
sion will not be necessary at intervals of less than 2 


years. 
PLATING. ANODIZING. ETC.: 


Cadmium Specification QQ-P-416, Type II (sup- 
plementary chromate treatment), Class A (0.0005 inch 
thick). 


Zine — Specification QQ-Z-325, Type II (supple- 


mentary chromate treatment), Class 2 (0.0005 inch 


thick). 









Vickel Specification MIL-P-6859. 
Chromium Specification 46P4, Type I, except 
that undercoat required for nickel 0.0012 inch mini- 
mum thickness, or nickel on copper 0.0012 inch mini- 
mum total thickness. The nickel on the copper shall be 
0.0006 inch minimum. All brass parts shall have a 
copper undercoat of 0.0003 inch minimum. Nickel plus 
copper shall be 0.0012 inch minimum. 

Silver Specification 46P5. 

Gold — Of adequate thickness and so continuous as 
to pass salt spray. 

Rhodium (Same as gold). 

Tin and Lead-Tin 


Aluminum Anodizing 


(Same as gold). 

Specification AN-QQ-A-696 
(generally superseded by MIL-A-8625 (ASG) except 
where anodizing interferes with electrical properties, 
in which case chemical treatment per Specification 
MIL-C-5541 may be used subject to contracting agency 
approval. 

Magnesium Surface Treatments 


MIL-M-3171. 


— Specification 


Humipity TEstT: 


Detailed conditions are described for cycled humid- 
ity tests of the equipment, both operative and inopera- 
tive. 





Military Specification MIL-E-5400, 
31 July 1952 


(Superseding AN-E-19, 1 June 1948) 


Electronic Equipment, Airborne, 
General Specification For 


Covers general requirements for design and manu- 
facture of airborne electronic equipment primarily for 
piloted aircraft. Particular requirements are contained 
in the individual equipment specifications but this 
specification contains general means of establishing 
corrosion resistance through plating, anodizing and 
other surface treatments. 


SALT SPRAY: 


Exposure of 50 hours to “standard 20%” salt spray 
shall show no destructive corrosion, i.e., corrosion 
which in any way interferes with mechanical or elec- 
trical performance. 


SPECIFIC FINISHES: 


Aluminum and aluminum alloys — Structural parts 
which do not need to be grounded or bonded shall be 
anodized in accordance with Specification AN-QQ-A- 
696 (superseded by MIL-A-8625(ASG)) or shall re- 
ceive an approved chemical film in accordance with 
Specification MIL-C-5541. A 2- to 5-minute immersion 
in a solution containing 5 to 10 percent chromic acid 
in water, and maintained at 49°C. to 60°C., may be 
used in lieu of anodizing. or a chemical film in accord- 
ance with Specification MIL-C-5541 may be used on 
parts fabricated from aluminum 2S, aluminum alloys 
3S, 525, 53S, 615, 72S, or equally corrosion-resistant 
alloys. For aluminum parts or chassis which need to 
be electrically bonded or grounded, aluminum 2S, or 


alloys 35, 52S, 53S, 615, 63S. 72S, or equally 
sion-resistant alloys shall be used and shall 
anodized. A caustic dip with or without lacquer : x) 
is satisfactory. 

Cadmium plating — Specification QQ-P-416. 
I. 

Ferrous alloys — Corrosion-resistant ferrous 
shall be given a passivation treatment but need jot 
receive any other protective plating or finish, u 
such plating or finish is necessary or desirable fo: 
trical or mechanical reasons. Straight chromium s 
less steels shall not be required to receive passiy 
treatment if corrosion-resistance requirements are met, 
Ordinary iron and steel shall be plated or finished jy 
accordance with the applicable specification liste: 
ANA Bulletin No. 400. The iron or steel laminat 
used in magnetic circuits need not be plated or given 
a protective finish if they are otherwise protected 
against corrosion. 

Magnesium and magnesium alloys 


MIL-M-3171. 


Zinc and zinc-plated parts — Shall be given dichro. 
mate treatment in accordance with Specification QQ-\. 
325. 


Specificat 


Alternates — Type I finishes of Specification 72-53 
are approved as alternates provided originally specified 
colors are used. 





SPECIAL TESTS 


Military Specification MIL-E-5272A, 
dated 16 September 1952 


(Superseding MIL-E-5272(USAF), dated 
16 August 1950) 


Environmental Testing, Aeronautical and 
Associated Equipment, General 
Specification For 


Covers procedures for testing aeronautical and asso- 
ciated equipment under simulated and accelerated cli- 
matic and environmental conditions. These procedures 
are to be supplemented by requirements in the detail 
specifications for particular equipment. 


ENVIRONMENTAL CONDITIONS COVERED: 


Temperature — For operating equipment, —65° to 
+ 160°F., constant or varying. For non-operating 
equipment, —80° to + 160°F., constant or varying. 

Humidity — Relative humidity up to 100%, with 
condensation taking place as water and frost. 

Altitude — Pressures from 30 in. to 3.4 in. mer- 
cury, constant or varying. 

Salt Spray — Exposure to “standard 20%” solution 
test for a minimum of 50 hours. 


Vibration — Various types incident to service use. 


Fungus — Exposure to 5 groups of fungi as encoun- 
tered in tropical climates. 

Sunshine — Exposure to radiant energy, at a rat 
of 100 to 400 watts/sq. ft., at 113°F., with 45 to 55° 
of the total energy having wave lengths 8000 Angstro: 
units and 7 to 12% having wave lengths below 400 
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\no-trom units, for periods specified in detailed speci- 
fication. 

Rvin — Exposure for 2 hours in a test chamber 
maintained at 68° to 86°F., with simulated rainfall in 
droplets. of 4 + 1 inch/hr., the water being at 52° to 
63 °r. 

Sand and Dust — As encountered in desert areas, 
ysing synthetic dust at specified combinations of den- 
sity. velocity, humidity, time and temperature. 

nmersion, Explosion, Acceleration and Shock tests 
to simulate anticipated service conditions. 

In all cases, deterioration and corrosion are judged 
by their affect on equipment operation and service- 


ability. 


National Military 


JAN-H-792 


Establishment Specification 


dated 21 June 1949 
Humidity Cabinet: Operation Of 


Covers requirements for the apparatus, materials and 
procedure to be used in the humidity cabinet corrosion 
test of materials intended as temporary type corrosion 
preventives. The cabinet described produces a mois- 
ture-saturated atmosphere with continuous condensa- 
tion on the test specimens. 

GENERAL REQUIREMENTS: 

The humidity cabinet test room shall be maintained 
at a temperature of 75° + LO°F. 

The specification describes details of the cabinet con- 
struction, baffles, drip pans, materials of construction, 
heating elements, thermostats and other controls, air 
supply, instruments, distilled water supply control, ete. 


Test PROCEDURE: 


Cleaned air is bubbled through distilled water in the 
lower part of the cabinet. passes through the cabinet 
at a rate of 8 + 1 linear feet/min. and passes out of 
the cabinet through a cotton cloth top. A thermostat 
maintains the area surrounding the test specimens, in 
the upper portion of the cabinet, at a temperature of 
120° 20°F., the heating elements being immersed 
in the water. The specimens are suspended from stain- 
less steel or Monel hooks near the top of the cabinet 
on a rotating stage to promote uniform exposure. Con- 
tinuous condensation should take place on the speci- 
mens. 


General Specification for Inspection of Materials 
Appendix 11 - Metals 


Part G, Salt-Spray-Corrosion-Test, 
Process For (For Electronic Equipment) 


Covers requirements for apparatus, material and 
procedure for the salt-spray testing of materials and 
coatings used in electronic equipment and components. 


REQUIREMENTS: 


Essentially, the test described in this specification is 
the “standard 20%” salt spray test. Although flat speci- 
ments are positioned at 15 degrees from the vertical, 
components having level, flat surfaces are placed in 
such a way that the minimum slope of these surfaces 
is 10 degrees. 
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SURFACE TREATMENT 

(Concluded from page 94 
tional lateral reciprocating motion, to the complex 
motions employed in some other machines. While the 
majority of barrels used for wet polishing operations 
are filled with the solution. others are operated fully 
submerged in a tank holding the solution. The barrel 
has perforated walls and this system is claimed to pre- 
vent fouling of the solution by sludge and avoids the 
need to change the solution after each load. 

Barrels may be and 


built for automatic discharge. 


automatic ball separation and return. They usually 
load from the side. 
In the interest of cleanliness and corrosion resis- 


tance, it is not advisable to burnish aluminum in bar- 
rels used for treating other metals. 

Some articles may be burnished by mounting them 
in a jig or fixture where they are held in a fixed posi- 
tion while balls or chip flow past them. The direction 
of the barrel is then reversed so that both sides of the 
work are treated. 


After Treatment 


After burnishing, the dried component may be 
further brightened by tumbling in hard-wood sawdust 
for 15 to 20 minutes, after which they are cleaned in a 
degreasing solution and dried. Alternatively, they may 
be tumbled in sawdust impregnated with wax. 

There is little doubt that barrel polishing constitutes 
a process likely to be of growing importance. Its great 
advantage is the considerable reduction in labor costs 
over wheel polishing methods. An interesting combina- 
tion which has not yet been sufficiently investigated 
is also the combination of barrel polishing with subse- 
quent chemical polishing. Here barrel polishing is used 
to remove the deeper scratches and surface blemishes. 
Equally important, however, is the fact that the best 
results in chemical polishing are obtained on a uni- 
formly cold-worked surface such as is produced by 
barrelling.'* 

Related to the type of barrel described are machines 
in which the work is held stationary inside a barrel or 
drum which rotates about its vertical axis and which 
contains dry abrasives, such as emery powder. The 
abrasive flows onto the work and a uniform polishing 
action may be achieved by suitable positioning of the 
work. Such machines are in the development stage in 
Britain, U.S.A. and Germany. 
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By Dennis £. Brooks, London, Eng. 


EXPERIMENTAL METHODS FOR THE DETERMINATION 
OF ELECTRODE POLARIZATION 


R. Piontelli 


The principles of two new arrangements, which 
eliminate systematic errors in the use of the Luggin- 
Haber capillary, were explained. In the first, the capil- 
lary is closed at the end and carries a circular slit 
through which the internal solution communicates with 
the external. By pressing the capillary on the electrode 
surface a complete screening of the covered area is 
obtained and measured voltage corresponds to that 
of an area where current distribution is quite undis- 
turbed by presence of capillary. In the second an 
obstacle is introduced to eliminate current lines in 
capillary and in solution facing it. Both arrangements 
eliminate main objection against “direct” method for 
polarization measurements. 


RADIOTRACER STUDY OF ELECTROCHEMICAL 
DISPLACEMENT ON METALS 


M. Simnad, A. Spilners and Ling Yang 


Radiotracer studies of the displacement of silver 
from silver nitrate solutions by copper, iron and 
nickel have been made, using Ag'!®. Rate of displace- 
ment is increased by oxidizing the surface and by in- 
creasing silver nitrate concentration; in the case of 
copper it is greater for annealed surfaces than for 
cold-rolled. Concentration of base metal ion definitely 
affects rate of displacement. For copper, influence of 
surface condition is marked. Heat-tinted surface 
showed greatest rate of displacement. Rate for an- 
nealed iron was similar to annealed copper, but heat- 
tinted surface exchanged at a lower rate than heat- 
tinted copper. Annealed nickel showed greatest rate 
of displacement but rate was slowest on heat-tinted 
nickel. 


CORROSION OR PROTECTION AT GAPS IN METALLIC 
COATINGS ON STEEL 


U. R. Evans 


The state of affairs at a gap varies according as 
the coating metal is cathodic or anodic to steel. But a 
given metal may be cathodic in some circumstances 
and anodic under others. A departure from normal 
polarity may occur if the liquid contains complex 
forming substances. Coatings of anhydrous oxide 
(which transmit electrons) shift potential in cathodic 
direction, whilst coatings of hydrated oxides (transmit 
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ions) shift it in anodic direction. A cathodic 

gap may cause corrosion more intense than 
occur on uncoated steel, but this is rare. A 
anodic coating does not necessarily lead to corros 
of exposed steel, which often receives cathodic protec. 
tion. Preliminarily, the metal may be “sacrificed” to 
provide protection, but cathodic reaction then deposits 
a protective layer. 


lid 


A QUANTITIVE ADHESION TEST FOR ELECTRODEPOsITED 
CHROMIUM 


C. Williams and R. A. F. Hammond 


Fracture of a chromium deposit normally sets 4 
limit to the stress which can be applied at the inter. 
face, but adhesion values up to about 20 tons, sq.in 
can now be investigated. Test is based on method of 
Bullough and Gardam, modified so that 0.001” chro- 
mium is plated on test face and backed to required 
thickness, with nickel. Extreme brittleness of electro- 
deposited chromium necessitates special precautions 
in test-piece design and shackles to ensure axial-load- 
ing; this requirement was achieved by adapting 
apparatus developed by Hopkin and Pickman. Test. 
piece is accurately ground with inner face of bolt head 
and under surface of cap truly normal to shank. 
Deposited test-piece is held between split collets in a 
large piston which is an accurate fit in a cylinder. 
Movement of piston in cylinder is restrained by cap 
and bolt head of test-piece which is broken in a 
standard tensile testing machine. 


THE DIFFUSION OF CHROMIUM AND OTHER ELEMENTS 
INTO Non-FERROUS METALS 


R. L. Samuel and N. A. Lockington 


This paper reviewed experiments over last five years 
on diffusion of metals into nickel and its alloys from 
the gas phase, particularly diffusion of chromium and 
molybdenum. For example, vapors of chromous 
chloride or other chromium halides may be circulated 
around the metal in a stream of hydrogen at 1050 C. 
or over. Articles are packed in a processing box in 
contact with a mixture of 2 parts chromium metal 
powder, 1 part unvitrified kaolin (filler) and 0.5°7 by 
weight ammonium iodide. Parts are packed in a nick: 
inner box, placed on steel tray and covered with 
outer steel box. Diffusion of chromium, molybdenu 
and tungsten into nickel produces coating with inter- 
esting resistance properties to thermal oxidation a1 
resistance to nitric, hydrochloric and sulphuric aci:- 
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\)\ KEL PLATING FROM THE SULPHAMATE SOLUTION 
Myron B. Diggin 


ertain new developments on nickel plating from 


phamate solutions were reported. Experimental 


k was described which dealt with the nickel sulpha- 
te bath with and without addition agents. Particular 
phasis was placed to the physical properties of the 


‘ 


posits and the effect of bath composition and opera- 

« variables on stress, hardness, tensile strength. 
elongation and ductility. Results of these studies indi- 

te that the nickel deposits produced from the sulpha- 

ate bath are practically applicable to engineering 
ind functional uses, among them: 1) re-sizing of worn 
or mismachined parts; 2) heavy coatings for various 
purposes; and 3) electroforming. 


NOTES ON CLEANING CYCLES FOR PLATING 
A. Kenneth Graham 


An account of cleaning procedures found suitable 
for cleaning steel, buffed copper and buffed nickel 
prior to nickel plating was reported. The data given 
were obtained from the cleaning cycles used in the 
preparation of panels for the atmospheric exposure 
tests on electrodeposited copper and/or nickel /chro- 
mium for steel conducted by Committee B-8, American 
Society for Testing Materials. A “peel” test. used as 
basis for determining the optimum cycles was de- 
scribed. Cleaning 
copper and nickel upon steel and for plating nicke! 
upon a copper strike, or upon buffed electrodeposited 
copper or nickel were discussed. 


cycles investigated for plating 


ORGANIC FINISHES ON ELECTROPLATED COATINGS WITH 
SPECIAL REFERENCE TO ADHESION 


E. C. J. Marsh 


Organic finishes on zinc, cadmium, copper, tin, 
nickel, chromium, silver and gold electroplates were 
discussed, with special reference to adhesion and 
aging. Some form of chemical pre-treatment, such as 
phosphating and chromating of the electroplate before 
the application of cellulose or baking enamels was 
discussed and was advised if the best adhesion is to 
be developed. It is essential for zinc, cadmium, copper 
and chromium, and advantageous for nickel, tin, silver 
and gold. For zinc and cadmium, practical processes 
in ascending order of merit are chromating, phos- 
phating, tin plating, and etch priming; for the other 
plates, etch priming is the only treatment worth while. 


Trn-ALLoy PLATING; AMERICAN EXPERIENCE 
Frederick A. Lowenheim 


Reviews practical experience in the U.S.A. with 
alloy-plating processes involving tin. Principal empha- 
sis is placed on tin-zinc, tin-nickel, and tin-copper 
alloys; also mentioned were alloys of tin with lead 
and cadmium and some ternaries. Tin-zinc has some 
unique properties and has been adopted by electrical 
and electronic industries. Tin-nickel and tin-copper are 
still in “promising probability” stage, but expected to 
become commercially adopted. New fields are opened 
to electroplaters who think of combinations rather 
than single plating. Of tin alloy plating processes re- 
cently developed, tin-zinc and tin-lead are well en- 
trenched in the U.S.A. 
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Pin-NICKEL ELECTROPLATIN 
A. E. Davies 


{n investigation of the effect of fluoride concentra- 


PROGRESS IN 


tion on alloy deposition from tin-nickel electrolytes 
was made and evidence for the existence and stability 
and SnFk, 
deposition of the alloy NiSn was associated with the 
. Deposition of bright 


of the complexes Snk, was addus ed 
formation of the complex SnF, 
tin-nickel alloy plate is not possible from solutions in 
which uncomplexed Sn ions are present. The rela 


tion between (Nat) and (Sn in the chloride 
fluoride electrolyte was discussed. Some modifications 
in the constitution of the electrolyte and in maint 
nance procedure for the practical deposition of the 
tin-nickel alloy 


aim at (a) 


were suggested. Such modifications 


maintenance of the fluoride concentration 
at the optimum value, and (b) reduction of the loss 
of hydrofluoric acid. when the bath is working. to a 


minimum. 


THE RESISTANCE OF SOME CAST AND PLATED SLEEV! 


MATERIALS TO CAVITATION EROSION 


R. A. Schaefer, J. F. Cerness and H. Thomas 


BEARING 


\pparatus for producing high-frequency vibration 
of metal specimens in oil, to stimulate natural cavita- 
tion erosion conditions, was described. Tests on 23 
bearing materials have shown that only 98-2 silver- 
lead and cast 74-10-16 copper-tin-lead show promise 
for use in high speed sleeve-bearing application where 
high frequency loads and high temperatures are oper- 
ative. These alloys are, however. not ideal bearing 
materials since they are hard and susceptible to seiz- 
ure in high speed applications. 

\ LaBoRATORY TECHNIQUE FOR THE ELECTRODEPOSI- 
TION OF MANGANESE ON OTHER METALS 


Winifred A. Bell 


\ technique for the deposition of bright, smooth 
manganese plates was described utilizing an electrolyte 


l. MnSO,.4H.O, 139 g./l. (NH,)- 


SO,, 1 g./l. citric acid and small additions of hyroxy- 


containing 112 g. 


lamine sulphate in a divided cell with bagged carbon 
anodes. Best results were obtained at temperatures of 
20-32°C. with a cathodic current density of about 23 
amp./dm*; moderate agitation of the catholyte and 
water cooling are desirable. The initial pH of the solu- 
tion is adjusted to 5; that of the electrolyte rises to 
8:5 during deposition. Only a-manganese could be 
found in the deposits which had hardness between 
550 and 725 DPN. The deposit soon became tarnished 
with a brown film. Tests showed they give cathodic 
protection to steel and aluminum. 


UNSOLVED PROBLEMS IN THE METAL FINISHING 


INDUSTRY 


W. L. Pinner 

Urgent problems needing to be solved in electro- 
plating include establishment of a reliable corrosion 
test for plating, development of a process to produce 
a ductile bright nickel deposit, and development of a 
satisfactory cyanide-copper electrolyte. Some plating 
failures are thought to be electrochemical and due to 
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galvanic action through a form of continuous channel 
existing in the crystal structure of the plated metal. 
With regard to ductile bright nickel deposits which 
become embrittled when chromium plated: this may 
be because of hydrogen embrittlement or embrittle- 
ment due to stresses in the chromium. 
UNIVERSAL METAL FINISHING PROBLEMS A PLEA 
FOR INTERNATIONAL COOPERATION 
S. Wernick 

Many problems which confront metal finishers are 
of a universal character. Their solution would bring 
immense benefit to all engaged in the industry. An 
international cooperative effort to solve the most 
urgent of these problems, examples of which were 
enumerated, directed by a central authority and 
utilizing the resources of laboratories in Europe and 
the U.S.A., was advocated. Such a project would pool 
technical resources, eliminate duplication of effort 
and accelerate the production of the desired results. 


GLASS-FIBER REINFORCED PLastics: A NEw MATERIAL 
OF CONSTRUCTION FOR THE FINISHING INDUSTRY 


H. Silman 


The possibilities of glass-fiber reinforced plastics in 
the metal finishing industry are great. In lightness, 
strength, and corrosion and heat-resistance, they are 
superior to many plastics. Numerous applications 
were mentioned. Tanks, air ducting and cyclones for 
polishing and especially plating tank exhausts are 
examples. Tank covers (increasingly used in nickel 
plating to combat dust) can also be made, as can 
pipes for air agitation, light covering for housing 
machinery, for casing in of equipment, control panels, 
pump impellers and housings, valve components and 
supporting brackets and similar items where corrosion 
resistance, rigidity and strength are required for 
minimum cost, 


THE ELECTRODEPOSITION OF Porous METAL 
Charles L. Faust and William H. Safranek 


The production of coherent porous electrodeposits 
of copper, nickel and zine by using colloidal graphite 
as an addition agent was described. Sound, smooth 
and coherent deposits up to 1-in. thick were produced 
with a porosity as high as 58%. Adherent deposits 
were applied to steel. Porous discs and tubes have been 
electroformed by the same procedure starting with 
steel mandrels coated with graphite as a parting 
medium. So far, porous electrodeposits have been 
copper. nickel or zinc. Porous iron, chromium, tin, 
lead can probably be electrodeposited using the same 


pore-inducing agent as used for copper, nickel and 
zinc. 


THE SCIENTIFIC BASES OF ANODIC OXIDATION 
TREATMENTS OF ALUMINUM AND ITs ALLOYS 


P. Lacombe 


Investigation of the growth and properties of anodic 
oxidation films shows a relationship between treatment 
itself and structural condition of the metal. Progress 
has been made not only in electrolytes, but in alloys 
adapted to these treatments. 





Anisotropy of growth is no handicap when | 
odic film acts as a protection against corrosi: 
this is not the case when the oxide film acts as 
tection and decoration. The variation in comp: 
of single phase alloys and, a fortiori, slightest p, 
tation of a second phase, cause defects in the 
film which are magnified by anodic oxidation, 


INDUSTRIAL METHODS OF THE BRIGHTENING AND 
ANopic OXIDATION OF ALUMINUM AND ITs AL} 


J. F. G. Herenguel 


Four main classes of anodic oxidation processes | 
aluminum have been developed in France: to giv, 
corrosion protection, “industrial,” “decorative” and 
“bright” finishes. Alloys suitable for the processes 
were given and precautions necessary for the avoid 
ance of defects. Electrolytic and chemical brightening 
processess suitable for use with anodic oxidation were 
discussed. Improvements are being industrially de. 
veloped in: hard and compact films, rapid film growth. 
very thick and hard layers, perfect bright finish and 
opaque layers. 


PHospHoRIC AcID ANODIZING OF ALUMINUM AND 
APPLICATION TO ELECTROPLATING 


ITS 


R. C. Spooner and D. P. Seraphim 


The effects of electrolyte concentration, tempera- 
ture, anodizing time, current density and air agitation 
on the coating weight, metal loss, coating ratio and 
density of anodic coating were given. Difficulty in 
depositing copper on phosphoric acid anodized panels 
was experienced, but satisfactory coatings were ob 
tained using a pyrophosphate solution. Tests on chro- 
mium/nickel/copper electrodeposits on 3S aluminum 
alloy were briefly described. 


ELECTROLYTIC POLISHING AND METAL FATIGUE 
R. Mondon and H. E. Zentler-Gordon 


Reductions in fatigue resistance encountered afte! 
electropolishing and electro-machining are explained 
by the complete removal of compression layers caused 
by previous finishing operations. This enhanced fatigue 
resistance can be restored by final treatment of vapor- 
honing type. Electro-machining exposes true fatigue 
resistance of a metal and provides a tool for removing 
metal uniformly without introducing unknown stresses 
into the surface. By specifying alloys suitable for 
electro-machining there is a saving in production costs 
and a very sensitive method of inspection for highly 
stressed parts. 


MORPHOLOGY OF THE GROWTH OF ISOLATED CRYSTALS 
IN CatHopic METAL Deposits 


Hellmuth Fischer and Heinz Felix Heiling 


Conditions for the protection of electrodeposits with 
isolated crystals (field-oriented isolation type, Fl-type 
have been -investigated using the deposition of silve: 
from simple salt solutions as an example. Microstruc- 
tures of such deposits on etched metallographic cross 
sections were studied with the aid of a recently deve 
oped mount of electrodeposited bright silver. Growt! 
layers in field-oriented crystals lie parallel to the line- 
of current. Main requirements for formation of F! 
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are low inhibition of cathodic deposition reaction, 
current density and low metal-ion concentration. 
\: a higher degree of inhibition, mixed structures of 
Fl-type and basis-oriented reproduction type are 
formed and their constituent types were determined. 


UENCE OF ANNEALING ON THE STRUCTURE AND 
HARDNESS OF ELECTRODEPOSITED CHROMIUM 


C. P. Brittain and G. C. Smith 


Electron-micrographs of chromium electrodeposited 

d then annealed at a series of temperatures up to 

o°C. were presented. The mean grain diameter 
btained after l-hour anneal at 700°C. was 7.900 A: 
it diminished steadily with the reduction of annealing 
temperature to 1,460 A for a l-hour anneal at 450°C. 
Hardness showed a concomitant change, but this does 
not necessarily mean increase of hardness is caused 
by decrease in grain size; changes during annealing 
of other factors (oxide dispersion stress, preferred 
orientation and hydrogen content) may well cause 
changes in grain size and hardness. 


RecENT ADVANCES IN TINPLATE MANUFACTURING 
PROCESSES 
W. E. Hoare 


Developments in the manufacture of tinplate were 
described with particular reference to continuous-strip 
cold-reduced steel base, continuous electrolytic tinning 
and improvements in the hot-tinning method. Wide 
endeavors have been made by the tinplate industry to 
provide improvement in quality, better machining of 
grades. cheapness of product and to increase its avail- 
ability. 


PREVENTION OF CRACKING IN NICKEL ELECTRODEPOSITS 
T. E. Such 


Serviceability of nickel electrodeposits of adequate 
thickness depends mainly upon their physical prop- 
erties. Methods of determining the internal stress and 
ductility of these deposits were given. Use of these 
techniques in production control is illustrated by 
typical case-history of a bright nickel-plating solution. 
Large variations in physical properties obtainable 
from any one type of solution were discussed and 
procedures for improving these properties were sug- 
gested. Fully bright organic nickel can now be as 
ductile as a dull deposit and this is suggested as a new 
line of enquiry. 


STUDIES OF THE ACTION OF ORGANIC COMPOUNDS AT 
THE SURFACE DuRING THE ELECTRODEPOSITION OF 
NICKEL 


Henry Leidheiser 


Experiments to understand the action of organic 
compounds at surface during electrodeposition of 
nickel were: X-Ray diffraction analysis of nickel elec- 
trodeposits; cathode potential studies; and absorption 
studies. Organic compounds differed in their ability 
to alter grain size and degree and type of preferred 
orientation. Ductile deposits were associated with a 
(100) preferred orientation and brittle deposits were 
associated with an orientation other than (100). 
Ability of organic compounds to increase cathodic 
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polarization was dependant upon (1) acidic or basic 
character of compound, (2) size of molecule, and (3 


number of available pairs of electrons in molecule. 


\ Review or PROGRESS 


R. B. Saltonstall 


Bright NICKEL PLATING 


\ short paper on desirable properties of bright 
nickel baths and of deposits formed from them as 
listed by L. Ecklemann (Monthly Rev. Electroplaters’ 
Soc. 1934. Nov. p. 18). 


are reviewed and difficulties still to be overcome. noted 


Attainment of these properties 


In U.S.A., supplies of nickel are inadequate and coppet 
plate is substituted for part of total thickness. 


WEATHERING OF NICKEL/(CHROMIUM ELECTRODEPOSITS 
W. A. Wesley and B. B. Knapp 


\tmospheric corrosion of nickel foils, both wrought 
and electrodeposited. proceeds by pitting leading to 
perforation. This, coupled with tests showing that 
“porosity-test” reagents can produce pores during 
porosity tests suggests that properly produced nickel 
electrodeposits may be far less porous than has been 
thought. A chromium film on top of nickel is helpful 
in early stages of industrial atmosphere exposure but 
may accelerate pitting in later stages owing to galvani« 
action of nickel/chromium couple. Number per unit 
area, size and shape of pits vary widely. Factors in 
fluencing type of pitting are chemical composition and 
microstructure of metal and its residual stresses. 


ELECTRODEPOSITION OF GOLD AND OTHER ALLOYS BY 
4 New METHOD 


G. E. Gardam and N. E. Tidswell 


Difficulties of electrodepositing an alloy by control 
only of the chemical composition of the solution may 
be largely overcome by arranging solution composi- 
tion so one constituent metal is preferentially de- 
posited, but rapidiy exhausted, from the cathode film. 
By applying pulsed D. C. current all the preferentially 
deposited metal is deposited from cathode film in each 
pulse, together with some of second metal; conditions 
are restored by diffusion of ions during rest period. 
Adjustment of actual and relative on- and off-current 
times the average composition of the alloy can be 
adjusted without change of solution composition. 
Brightness of electrodeposition of gold alloys can be 
maintained to greater thickness by 
anode and cathode during off-current periods. 


short-circuiting 


ELECTROPLATING WITH MOopULATED CURRENT 
P. Bevens 


“Modulated” is any current that undergoes changes 
of value. either absolute or of sign. which change is 
repeated periodically and whereby a greater number 
of cycles is used in one operation. Outstanding results 
are obtained between 10° and 10~* cycles/sec. For 
majority of applications, 1 cycle/sec. frequency is 
used. In lower frequencies. form of the applied current 
may be important. Influence of superimposed A.C. 
and similar forms of modulation on anodic processes 
can be favorably exploited where anode surface is 
limited as in barrel plating or where auxiliary or 
conforming anodes have to be used. 
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Abrasive Methods—Surface Treatments— 
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in diameter stained 
acid, but with no moisture 

which covers this roof. We | 
several tests holding a whit 
kerchief at mouth of exhaus 
ten to fifteen minutes at 








Finishing Stainless Steel Wire 

Question: We are manufacturing 
some wire form items out of type 430 
stainless steel. After these pieces are 
manufactured we have to put them 
through a tumbling process to get 
some sort of surface shine. We find 
that by ordinary tumbling methods it 
takes almost five hours to bring up 
this finish. We are therefore wonder- 
ing if you can give us some informa- 
tion on some sort of an acid dip or 
otherwise that could be applied to 
these parts before tumbling. Perhaps 
in this way we could cut down the 
tumbling time. Perhaps our tumbling 
method of steel shot and soap is not the 
best method to use for this type of 
material. 


R. J. R. 


4nswer: Stainless steel wire products 
are very often finished by electro- 
polishing, which produces a very nice 
luster. You will find a section on this 
subject in the latest edition of the Metal 
Finishing Guidebook. 

We do not believe that any dip will 
give you as good a finish as produced 
by electropolishing or barrel burnish- 
ing. 

You might communicate with sup- 
pliers of barrel finishing materials to 
see whether any improvement is pos- 
sible in your burnishing procedure. 


Bright Dipping Leaded Brass 


Question: We manufacture an in- 
secticide sprayer, all of the parts of 
which are screw machine brass pro- 
ducts. We use the regular grade of 
free and easy machining brass rods for 
all of these parts. In order to have our 
sprayer have a good appearance when 
shipped, we try to bright dip these 
parts. So far we have not been able 
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to develop a formula for this bright 
dip which is entirely satisfactory. 
i os 
Answer: Leaded brass does not 
bright dip to a high luster the way 
non-leaded brass does. A good clean 
finish is obtained by immersion in the 
following solution at room tempera- 
ture: 
Sulfuric acid — 14 pint /gal. 
Sodium dichromate — 4 oz. /gal. 
The finish is tarnish resistant but 
not as bright as the finish produced on 
ordinary brass in the nitric-sulfuric 
acid dip. You can also try a solution 
of 4 oz./gal. sodium cyanide to which 
is added 5 fluid oz./gal of 35% hydro- 
gen peroxide just before dipping. This 
solution must be made up fresh for 
each batch of work. 


Chromic Acid Mists 


Question: We are receiving com- 
plaints from our employees and also 
outsiders that chromic acid precipita- 
tions from the exhaust system of our 
chrome piating plant are damaging the 
painted surfaces on their automobiles. 
After reading the details and chemical 
analysis as described below, we would 
like to have your comments and sug- 
gestions if any corrections are neces- 
sary in the present installation to elim- 
inate the hazard as now proclaimed. 

Our chrome plating plant is located 
on the third floor of a six story build- 
ing, with the exhaust header running 
up the outside of the building, over the 
top of fire wall and elbowed down to 
within four feet of graveled roof. In- 
stalled in suction header is a 30 inch 
moisture extractor which is supposed to 
remove all chromic acid before it enters 
the blower. 

In operation approximately 14 
months, we find an area of about 12 


could find no discoloration. A 
analysis made from car scra 
an outside chemist finds that <c; 


chromic acid, but no alkalies, cya; 
chlorides or other caustic mater 


Answer: Obviously, your 


ing all traces of chromic acid f; 
exhaust. A simple method of « 
ling the escape of traces of chro: 
acid is to end the exhaust header down. 
ward into a tank with a small 

of water, located on the roof. The e 
of the header should come to 
4-6” above the surface of the water, 
which will catch the traces of aci 


antifreeze may be added to the wate: 
to prevent freezing. 

Another suitable method is to plac: 
a water-wash curtain 
line before entering the moisture ex 


in the exhaust 


against this curtain of water, whic! 
then run into the sewer or into 


of the rinse tanks in the chron 


Plating Silver 


bright areas on work silver plated it 
solution containing ammonium 
sulfate, which brushing often shows a: 
rings? In the November issue of \eta 
Finishing we noted that tabi 
made of nickel silver could be p 

a silver strike without the mercury 4) 
but we have not had success in trvi! 
to do this due to deposition by im 
sion, with resulting peeling. The st: 
is composed of 42 oz. Ag CN an 


Answer: The bright and dull 
which show up are usually 
variations in current density 0 
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f the article. This in turn re- 











- erally from anode positioning. 
We would suggest that you check into 
these factors, closer control being ad- 
isabl 

We see no reason for trouble with 
he standard silver strike on nickel 
jlver. Are you sure that the strike is 





» to par? If the current is on as 
won as the part is immersed in the 
trike there should be no immersion 


1epos { 









Testing Chromium 





Question: Lately we had our chrome 
«lution analyzed, which showed a 
hexavalent content of 31.8 oz./gal. and 
trivalent content of 2.4 oz./gal., while 
the hydrometer reading indicated a 40 
z. gal. content. Can you explain this? 


M. A. R. 


Answer: An hydrometer is ordinarily 
of insufficient accuracy for comparison 
with a chemical analysis for hexavalent 
chromium, unless a calibrated labora- 
tory-type short range hydrometer is 
used at the proper temperature, gen- 
erally 60 deg. F. The hydrometer, in 
auy case, will indicate total dissolved 
salts, so that a correction must be made 
for the sulfate, trivalent chromium, 
iron, zinc. and copper in the solu- 














tion. 






Blistering on Steel 





Question: Enclosed are a few samples 
of a part made of cold rolled steel 
with which we are experiencing trouble 
in the form of blisters on the surface 
finish. These parts go through the fol- 
lowing procedure: 

1. Degreased with trichlorethylene 

2. Alkaline cleaned with reverse cur- 

rent 

3. Acid pickle with 5% by weight 

hydrochloric acid at 120° F for 

15 minutes and then rinsed 
. Cyanide dip and rinse 
. Copper flash and rinse 
6. Nickel flash and rinse 
7. Silver strike 

8. Silver plate. 

Plating is done in a barrel and the 
parts are mixed with other similar 
parts so that they will not stick to- 
gether. 











eS 


Answer: The preparatory cycle ap- 
pears to be satisfactory. However, 
blistering may be due to a film on the 
surface of the steel which the cleaning 
cycle is not removing. Occasionally, 
cold rolled steel with a high finish gives 


trouble, 
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A long acid pickle would be con- 
sidered undesirable because of possible 
hydrogen adsorption and the acid dip 
on the type of steel being employed 
need not be more than a few seconds. 

The blistering may be due to the 
silver striking operation. If this is not 
satisfactory, the 
blister from the nickel. 


silver deposit will 


Crystal Spotting 


Question: We are experiencing con- 
siderable diffic ulty with * 
ting-out” of sulfided finishes. The parts, 


‘erystal spot- 


made of steel, are copper plated, sul- 
fided, buffed with greaseless compound, 
and then coated with a baked synthetic. 
Similar crystal spotting out is found 
on other sulfided parts which are 
merely wire brushed and coated with 
an air-dry lacquer. The trouble seems 
to occur while the items are packed in 


condition, or a black coating to replace 
sulfide ? 

R. K. 
Most cases of crystal spot- 
ting on sulfided work are due to bits 
of dust settling on the part after they 
have greaseless com- 


{nswer: 


been relieved by 
pound or scratch brushing. To min- 
imize this condition, the parts should 


of the 


as soon 


be removed from the vicinity 
buffing or scratch brush lathe 
as possible and they should be care- 
fully wiped off with a clean cloth just 
before lacquering. 

Since the 
ticles of 
wrapping in wax paper or other pack- 


condition is due to par- 


sulfide under the lacquer, 
ing will offer very little relief. However. 
a short bake at about 225 deg. F. be- 
fore lacquering will serve to dry out 
the minute particles on the surface and 
also the pores. This will help. 














cardboard boxes. We have tried wrap- Oxide type black finishes are avail- 
ping them in waxed paper, to no avail. able from many suppliers. These will 
Could you suggest a remedy for this _ eliminate the above condition. 
a) 
PROFESSIONAL DIRECTORY 
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Finishing Consultants—Registered Engineers 
Satt Spray—Thickness Testi Analyses 
shaman ny ELOPMEN?T 
Aymarket 1-2260 
600 BLUE ISLAND AVE., CHICAGO 7, ILL 


Consulting Chemical Engineers 
Metal Finishing — Electrodeposition — Solu- 
tion analyses. AIR FORCE CERTIFICATION 
TESTS — Salt spray, thickness of deposits, 
adhesion. 

44 East Kinney St. 
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HENRY LEVINE & SON, Ine. 
Metal Finishing Consultants 
Analysis of all electroplating solutions 
Engineering of finishing installations 
Air Force Certification Tests 
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3 East 26th St., New York, N. Y. 
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AIR FORCE CERTIFICATION TESTS 
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Plating Thickness 
Tests... 


Eliminate costly rejects 
A NEW METHOD 
Rapid - Inexpensive - 
Dependable 

TEXTOR LABORATORIES, INC. 


1627 E. 25th St. Cleveland, Ohio 


PLATERS 


TECHNICAL SERVICE 


ELECTROPLATING AND 
CHEMICAL ENGINEERS 















Inc 













Air Force certification tests 

Salt Spray, thickness and adhesion tests 

Spectographic analysis 

Solution, Metal and Salt analysis 

Plant Design and Engineering 

Plant layout and construction 

Industrial waste and water supply 
treatment 


59 East 4 St., New York 3 
ORegon 3-6256 
509 S. Wabash Ave., 
Chicago 5 
HArrison 7-7648 
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Many large platers have found that 
their installations of saran-lined 
material have resulted in substantial 
savings. These economies have been 
effected by the exceptional corrosion 
resistance of saran, and the service 
life of lines which do not require 










frequent replacement. Saran-lined 
pipe. fittings and valves also elimi- 
nate leaks which endanger person- 







THE DOW CHEMICAL COMPANY 
Plastics Sales Dept. PL1160C 
Midland, Mich. 









Please send me a copy of your catalog 
on saran-lined pipe, fittings and valves. 




















! 
| 
| 
| 
| 
| 
| Nome 
| 
| 
| 
| 
| 
| 


Title_ 
Company__ 
Address 
Ci icinccntins bine eats 







<> 


SARAN-LINED PIPE 
RESISTS CORROSIVE 
PLATING SOLUTIONS 


Saran-lined pipe, fittings and valves 
offer advantages of easier installation, 
longer life and freedom from leaks 





nel, create unsightly plant conditions 
and cause down-time due to repairs. 
Most important, these advantages 
will continue to be enjoyed year after 
year because of the long service life 
of saran-lined pipe, fittings and 
valves. Consider these outstanding 
advantages: 


Temperature range—O°F. to +194°F. 
Field fabrication—easily accomplished 
Pressure resistance—150 psi (with 
cast iron fittings) 

Joint tightness—very dependable 
Resistance to corrosion—superior 
Availability—immediate 


We'll be glad to assist with your in- 
stallation plans. Contact your near- 
est Dow sales office or write THE 
DOW CHEMICAL COMPANY, Midland, 
Michigan. 

RELATED SARAN PRODUCTS—Saran 
rubber tank lining * Saran rubber 
molding stock * Saran tubing and 
fittings * Saran pipe and fittings. 


you can depend on DOW PLASTICS 
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Chrome Plating of 1 
Cylindrical Shapes and 
Chrome Platin: 

F. Markhoff: Metal 
Vol. 7, No. 10, pp. A 150-A 


S and 
iternal 


Various processes are dea 
internal chrome plates of 
pipes and similar shaped 
articles. In one process studied, 
low anode provided with perforat 
is placed inside the tube 
ternally plated and the electrolyte \ 
fed to the inside of the a: de. The 
electrolyte flows through the perfoy 
tions into the space between the anod 
and the internal wall of the tube being 
plated. The de-gassing of the chro. 
mium coating is conducted by trea 
ment in a vacuum of 10-* mm. and 
subsequent slow heating. Means { 
providing the current feed to interna! 
plating anodes for chromium are cop. 
sidered. The arrangement is to pas 


the current to both ends of the cep. 
trally space anode, while the tube be. 


ing plated internally, is provided 
the outside with contact rings whic! 


are connected to the negative pole of 
the source of current and are so a 
ranged that they act as masking ring 
on the end of the tube. The object 
of this arrangement is to provid 
uniform current distribution 
whole surface of the tube. To obta 
dimensionally thickness 
coating on the inside of the tube 
suggested that between the inter 
surface of the cylinder or tube being 


over the 


correct 


chromium plated and the _ inter 
anode, and in the space so formed le 
tween these two surfaces throug 


which the electrolyte flows. there ai 
provided insulating caps which 
fixed on the cylinder ends and 
ends of the anode and this serve 
close these openings so that 


‘ 


narrow opening remains for the ! 
and fro flow of the electro! 
selecting a suitable electroly! 
velocity and the most favorable spa 
ing distance of the anode from th: 
cylinder wall, dimensional a 
is maintained during the course 
the plating. 

The shape of the internal e! 
can also be varied. Thus. one propos 
is to employ a spiral shaped 
electrode which is supported 01 
shaped carrier. By this mean- it 
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| that the anode can be more 


sugges 
a ntered and also a better mix- 
ing eflect is obtained on the electrolyte 
which is Mowing through the tube be- 
ng plated. Endeavors have been made 
1) ensure regular current distribution 
between the anode and the cathode 


wall; it is proposed to accomplish this 
by using sectional anodes comprised 
of strips. These individual strips can 
he arranged to be radially movable so 
that the current flow can be regulated 


at any point. 





Special Equipment for Hard 
Chrome Plating of Cylindrical 
Parts and Large Rolls 


Metalloberflaeche. Vol. 7, No. 10, 
pp. A 154-A 155. 


Special rotary ring plating baths 
have been developed in Germany for 
the large scale plating of small cyl- 
indrical parts. A description is given 
of a ring plating bath by the German 
firm Deinert & Co. of Stuttgart. The 
ring bath is suitable for the treatment 
of small articles which are not entirely 
suitable by virtue of their shape or 
size of being plated in a barrel unit. 
The ring bath permits operation either 
as semi-automatic or, if required, can 
be run as a full automatic unit. In 
particular, of interest for the smaller 
plants is the fact that the ring bath, 
when operated as a full automatic 
unit, is of much more compact design 
and requires much less floor space than 
an automatic plating layout of con- 
ventional design, arranged as a linear 
sequence unit. It is, accordingly, 
much easier to fit into an existing lay- 
out, and this applies more particularly 
if the available free floor space is 
limited. In addition, as compared with 
a barrel plating unit, it has the great 
technical advantage that much greater 
security is provided as regards the 
assurance of better and adequate con- 
tact between the ware being processed 
on the racks on the ring. In the ring 
bath described for hard chroming of 
cylindrical parts, the individual parts 
are each arranged to revolve around 
their own axis while they make the 
usual circular path around the ring 
bath. Special arrangements are pro- 
vided to afford suitable contact. 

Special plating units have been de- 
signed for hard chrome plating of 
large rolls. A Langbein-Pfanhauser 
unit for plating of large paper print- 
ing rolls is discussed. For the largest 
rolls it is usual practice to have the 
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FOR BETTER PLATING FINISHES 
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Iso-Cast Oval form, cast under the strictest controls which 
guide our entire anode production to afford best grain size 
for corrosion in nickel plating bath; available in any length. 


a a = «ee aes ae eee oe oe ee ee eee 


Flat-top, smooth-surfaced, free from dirt, silicon and oxides; 
greater weight and increased predictability. lso-Cast Oval, 
cast from electrolytic copper under rigid controls. Lectrocop, 
electrolytic slab, various dimensions. 


i a nd ta a a a << << am as am am a= = om o 
Cast by Wagner's exclusive method in the original Flat-Top 
form to provide a smooth surface free of contamination, easily 
identifiable because of its distinctive form. Also available in 
lso-Cast Ovals. 

p< oe ae om eee ome eee a om oe oe «= ——— ee eee ee ee eee ee cee 
Available in any length in our corrugated Iso-Cast form with 
locked-in steel contact hook, in standard balls and lso-Cast 
Ovals. We also produce Tin-Lead (15% tin, 85% lead) and 
Tin-Zinc (80% tin, 20% zinc), same forms. 


SS Kc co 


Available in standard ball form. 


A | 


Various commercial alloys of zinc and copper in both Flat-Top 
and lIso-Cast forms. 


Wagner Anodes are available in principal 





ereas. Phone or write today for information. 


Flat-Top is a registered trade-mark of Wagner Brothers, Inc. 


Wagner Brothers Products: Automatics. Semi-Automatics. Precision Hard Chrome 


Units. Tanks. Filters. Rectifiers. Anodes. Anode Containers. Tank Linings. Solutions. Supplies. 


77 Vt. 















BETTER 
FINISHES & 
COATINGS, 
INC. 


268 Doremus Ave., 
Newark 5, N. J. 


122 East 7th St., : 
Los Angeles 14, Calif. ail} 










and semi-im- 
mersed in the bath. With the type of 
unit in which the cylinder is suspended 
the bath. the 


arranged in the form 


the 


roll rotated horizontally, 


vertically in anodes are 


of a ring around 
roll. The unit is 


vertical tvpe of 


tically exclusively for 


emploved pra 


cotton printing rolls whose length can 


reach 1.900 mm. but whose diameter 
The horizontal roll 


used for 


have a 


is relatively small. 
plating unit is generally 
paper printing rolls which 
relatively big diameter and lengths up 
to 3 meters. Very deep vertical chrome 
baths would be required for such large 


low. However. 


rolls and high current f 
today in Germany. even for the large 
paper printing rolls, particularly for 
the smaller diameters, vertical plating 
units have been operated as these rolls 
would not immerse sufficiently deep in 
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KEG? COMTAMRR CLOSED 
160 18 WET 
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large. 


“Vigo 
uptood xd 


a horizontal plating bath. Very 
flat printing plates of size 
meters have also been successfully hard 
chrome plated. 


Stripping Chromium, Particularly 
Hard Chromium 

\. Pollack: Me’alloberflaeche. Vol. 
7. No. 10, pp. A 157-A 158. 

It frequently becomes necessary to 

either old 


which is faulty or new plate which is 


remove chromium. plate 
not satisfactory. The actual procedure 
used for stripping the chromium plate 
will depend upon whether the chro- 
mium is decorative or hard. In the 
case of decorative chromium, the plate 
must be stripped from the underlying 


nickel or else it must be decided 
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whether the chromium ar 












to be removed together. . 

of hard chromium plate it ys 
to apply an effective and pus 
stripping process as, in this “hi 
the considerably greater * 
the chromium, a considera! rd 
ture of time may otherwis p 
volved. Also. to avoid atta re 
base metal. a uniform strip, ‘ 

sirable. It is particularl das 
here to use a stripping pr an 


does not attack the base 
or only slightly. In any 
surface from which the chr 


been stripped, it is of rea 


= evi 

to use a chrome bath whi ¢ rh 
characteristics of smoothing tet 
surface irregularities. do 
Stripping by dipping ba 


chloric acid can only be 


very thin chromium coatings as 
ferrous base metal surface is 
attacked. The attack on 


be reduced by the addition 
















hibitor but this reduces cons is 
the speed of removal of the }- 
Chrome plated cast iron be 
stripped with hydrochloric acid as in 
hvdrogen absorption wou pl 
difficult a subsequent chror 3 0 
of the stripped surface. Ele le 
stripping is a much better 0 
strong alkaline solutions n 
the purpose. The chromiu Ss $ 


anodically with up to almost 


efhciency. For the remov 





rative chrome plate ma nick 






remove the usua ! 

rative chromium of 0.5 
niv a few uinutes ar 

Sodlu cari a added | 
s stated t rease the 






An example of such a bath 





hon is OV g. 


NalOs. 





Quicker working is 


with this bath. 






For stripping hard chr 


} } } 
is. baths are used containir 


NaOH and up to 20 





100 g./L. 







is recommended. Hard 
coatings of medium thickness 

: } } ? ‘ 
stripped in iV to ov i! ites 








thicker coatings will require | 
This time 


by increasing the current dens 





can. 


however. be 









Ve ° 7 , 
to 12 to 20 amp. ‘sa. dm. \ 


10-12 






are required and 




















available in the average plating 


alwa : 

sho} \lthough the pure alkali does 
not otiack iron there exists the danger 
that ‘he iron can be attacked by the 


chloride which is present in commer- 
kali. To avoid this, protective 
ageni- of inorganic or organic type 
are added to the bath. Baths with 
these additions can be run at higher 
temperatures so that higher current 
dens ties can be used. A well hooded 


clai 


and vented bath is necessary similar 
to a chrome plating bath as otherwise 
alkali mist 
the cathode with the vigorous gas 
will distress the 


which is entrained from 


evolution, workers. 
The bath can be covered with a pro- 
tective mineral oil cover coating as is 
done sometimes with a chrome plating 
bath. 

To strip chromium and nickel sim- 
ultaneously, anodic treatment in sul- 
furic acid is recommended, in which 
both chromium and nickel dissolve. 
Normally sulfuric acid of 49 to 50°Bé 
is used. The operating conditions are 
4-6 volts and 2-5 amp./sq. dm. It will 
be found of great advantage to add 
inhibitors to the bath which will sup- 
press attack on the ferrous base metal. 
Organic type inhibitors are best and 


lead sheets are used as the cathode 
or the lead lining of steel tanks. Bath 
mist is generated and, if an oil cover 
is used, the bath must not be allowed 
to heat up too strongly. 











Method of Etching and Polishing 
Aluminum 
U. S. Patent 2.657.981. Nov. 3, 1953. 
V. Terhune, assignor to The Victoreen 
Instrument Co. 


A method of treating aluminum 
comprising immersing the metal in a 
hot bath of an alkaline solution con- 
taining a dispersion of a copper bear- 
ing material, the temperature of said 
bath being maintained near its boiling 
point during the treatment. 


Bright Copper-Tin Bath 
U. S. Patent 2,658,032. Nov. 3, 1953. 
C. L. Faust and W. G. Hespenheide, 
assignors to The City Auto Stamping 
Company. 


\n aqueous bath useful in the co- 
electrodeposition of bright copper-tin 
alloys and having a pH of from 7 to 10, 
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FORMAX 


the Perfect Combination 


FROM START 
TO FINISH 


CLOTH 
BUFFS 


These famous 


wearing buffs run 


long- 


cool under all buffing 
conditions. High count 
bias-cut cloth is as- 
sembled on ventilated 
steel centers. Each sec- 
tion is perfectly bal- Our 
anced and faced—re- ing, 


quires no raking. 


BUFFING 
COMPOUNDS 


Formax produces a complete 
line of buffing compounds in 
bar, tube and liquid form. 

extensive 
laboratory and 
facilities are at your disposal. 


ZIPPO 
SISAL 
BUFFS 


You have a pleasant 
surprise coming if you 
haven't tried the new 
Zippo bias-type sisal 
buff. It was specifi- 
cally developed for 
steel buffing—to blend 
polishing grit lines— 
manufactur- to cut down stainless 
testing steel—and bring up a 
bright lustre, 


Other Formax products include the well-known C-20 Flexible 
Contact Wheels and F-26 Abrasive Belt Grease Stick. 


Descriptive Catalogs Sent on Request 


v ’ * 
DETROIT 7, MICHIGAN 





consisting essentially of an alkali cya- 
nide, an alkali orthophosphate, cuprous 
cyanide, stannous pyrophosphate, a ma- 
terial selected from the group consist- 
ing of glue, gelatin and hydrolysis 
products thereof, an excess of alkali 
pyrophosphate, and water. 


Buff and Method of Making Same 


U.S. Patent 2.658.315. Nov. 10, 1953. 
R. O. Peterson, assignor to The Osborn 
Uig. Co. 


A buffing element for use in rotary 
buffs and the like comprising two 
fabric sheets joined together at their 
centers but otherwise separated to form 
a pair of oppositely extending generally 
conical tubular pleated fingers joined 
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at their respective apices for securing 


to a hub or like support. 


Laminated Coating 


U. S. Patent 2.658.266. Vor 10. 195 4 
{. H. Du and J. D. Little. 


assignors to The Harshaw Chemical Co. 


Rose 


\ laminated, metallic, bright, protec- 
tive coating on a metal base of the class 
consisting of steel, copper and brass 
consisting of a firmly adherent layer of 
a metal of the class consisting of nickel, 
cobalt and mixtures thereof of a thick- 
2 of a mil, a layer 


of the class consisting of lead, tin and 


ness from 0.2 to 


silver of a thickness from 0.1 to .7 mil 
overlying and adherent to said last 


mentioned layer. a firmly adherent 














% LOWEST OPERATING COST 





CLAIR Model 203 








C)vcilipi, this CLAIR Mathie, 


... for Surface Finishing your frodail/ 


* FROM ROUGH GLAZE TO MIRROR FINISH 
% MAXIMUM EFFICIENCY 





SURFACE FINISHING MACHINE © 


With its efficient vacuum chuck, this machine solves the problem of surface 


finishing non-magnetic items. Offering a working surface 38” 


wide by 48” 


deep, it is effective in holding small items made of brass, copper, silver and 
aluminum—without clamps which extend across parts of the surface. 





LAUR 


a " Compacts, cigarette cases, 


MANUFACTURING CO., 


A FEW APPLICATIONS 
lithograph sheets, 


flatiron sole plates, blanking stock, kick and 
push plates, fan blades, name plates, escutch- 
eon plates and many others. 


Write for Bulletin 203 
INC. 


Specialized Machine Equipment For Glazing and Polishing Operations 


OLEAN, N.Y. 





layer of antimony on said last men- 
tioned layer and having a bright sur- 
face, a film of a metal of the class 
consisting of nickel, cobalt, zinc, iron, 
white brass and copper of a thickness 
from .001 to .05 mil firmly adherent to 
said bright surface and a layer of fully 
bright, unbuffed chromium of a thick- 
ness from .003 to .03 mil firmly adher- 
ent to said film. 


Electroless Nickel 


U.S. Patent 2,658,839. Nov. 10, 1953. 
P. Talmey and W. J. Crehan, assignors 
to General American Transportation 


Corporation. 


The continuous process of chemically 
plating with nickel a solid body essen- 
tially comprising an element selected 


112 


from the group consisting of iron, 
cobalt, nickel, aluminum, copper, sil- 
ver, gold, palladium and_ platinum, 
which comprises providing an aqueous 
solution of a nickel salt and a hypo- 
phosphite, wherein the ratio between 
the nickel ions and the hypophosphite 
ions in said solution is within a first 
predetermined range and the absolute 
concentration of the hypophosphite 
ions in said solution is within a second 
predetermined range and the pH of 
said solution is within a third predeter- 
mined range, storing the bulk of said 
solution at a relatively low tempera- 
ture well below the boiling point 
thereof in a reservoir, holding a small 
portion of said solution as a bath at a 
relatively high temperature slightly 
below the boiling point thereof in a 
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plating chamber, circulating 


tion at a low rate from said ters 
to said plating chamber and back 
to said reservoir, heating sa ution 
substantially to said relat; hich 
temperature after withdraw he eal 
from said reservoir and bef intro. 
duction thereof into said plat han 
ber, cooling said solution sub<\antia\), 
to said relatively low temperature afte 
withdrawal thereof from said plating 
chamber and before return thereof j, 
said reservoir, immersing said hody j, 
said bath in said plating chamber, with. 


drawing said body from said hath jy 
said plating chamber after a time jp. 
terval corresponding to the thickness of 
the nickel plating thereon that js de. 
sired, and adding during said tin 
interval soluble reagents to said soly. 
tion in said reservoir to maintain j 
said bath in said plating chamber dur. 
ing said time interval said ratio and 
said absolute concentration and said 
pH respectively in said first and said 
second and said third predetermined 
ranges. 


Gas Plating 


U. S. Patent 2,657,457. Nov. 3, 1953. 
H. A. Toulmin, Jr., assignor to The 
Commonwealth Engineering Co. of 


Ohio 


A process of casting and _ plating 
metal simultaneously and continuously 
which comprises the steps of pouring 
molten metal into a mold and continu- 
ously withdrawing hot congealed metal 
from the mold in a downwardly direc- 
tion, cooling said continuously cast 
metal to a temperature in the range of 
300 to 600° F., thereafter subjecting 
said metal while 
moving along to a heat-decomposabl 
metal vapor compound, at least a por- 
tion of said vapor decomposing at said 
temperature range whereby metal is 
deposited on said continuously moving 
cast metal, and severing the resultant 
continuously cast and 
plated product into a desired length. 


cast continuously 


gaseous metal 


Spraying Buffing Compounds 


U.S. Patent 2,658,312. Nov. 10. 
L. W. Smith 


1953. 


In a spray nozzle, a housing provided 
with an elongated tubular passage 
yieldable tube of a resilient materia! 
the class consisting of rubber and sy! 
thetic rubber, said tube being snug!) 
fitted in the passage with one end pos'- 
tioned to discharge material there!rom. 
a material supply passageway in said 
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‘ 


communicating with the other 


hous! 

nd o! said tube, a movable valve co- 
pel with the other end of the tube 
., op and close it in communication 
vith -aid material supply passageway, 


er end of said rubber tube hav- 

untersunk valve seat about the 
‘ the tube and said valve having 
l-like head cooperable with said 
sunk seat whereby said other 
f said tube resiliently engages 
:|ve head with the valve in closed 


salt 


Cooling Buffs and Polishing 
Wheels 


' S. Patent 2.658.316. Nov. 10, 1953. 
J. R. Davies 


\ buffing assembly comprising a 
shaft. flexible buffing units rotatably 
mounted on said shaft, a side opening 
through the walls of the buffs parallel 
and adjacent to the shaft, means spac- 
ng the buffs from each other near the 
hub so as to form air passageways con- 
necting the first-mentioned opening to 
the inner side surfaces of the buffs, the 
flexibility of the buffing units being 
such that during operation the peri- 
pheral surface is substantially contin- 
uous so that the air passageways from 
the hub to the periphery are inter- 
rupted by the flexible material of the 
buffing unit, means for forcing an air 
stream under pressure into said open- 
ing and against the inner side walls of 
the buffs, and means for introducing 
particles of water into said air stream 
at a point near said opening. 


Electroless Nickel 


U.S. Patent 2,658,841. Nov. 10, 1953. 

G. Gutzeit and A. Krieg, assignors to 

General American Transportation 
Corporation. 


The process of chemically plating 
with nickel a solid body essentially 


| comprising an element selected from 


the group consisting of copper, silver, 
gold, aluminum, iron, cobalt, nickel, 


} palladium and platinum, which com- 


prises contacting said body with a bath 
consisting essentially of an aqueous 
solution of a nickel salt and a hypo- 
phosphite. wherein the ratio between 
nickel ions and hypophosphite ions in 
said bath expressed in molar concen- 
trations is within the range 0.25 to 
.60, wherein the absolute concentra- 
tion of hypophosphite ions in said bath 
expressed in mole/liter is within the 
range 0.15 to 0.35, and wherein the 
initial pH of said bath is within the 
approximate range 4.5 to 5.6. 
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Is It Safe For the 
Metal or Metals You 
Clean? (No Attack on 

the Metal) 





Does It Clean 
Chemically as well as 
Electrolytically? os 
(Speeding and 
improving the 
cleaning operation) 








Can Its Solutions 
Carry High Current 
Densities? (Insuring 

fast, effective 
cleaning) 





Can It Be Used for 
Either Anodic or 
Cathodic Cleaning? 
(Providing flexibility 
in the cleaning 
operation) 





Does It Provide 
Long-lived Solutions? 
(Assuring material 
improvement in 
cleaning costs) 
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You can 
check every 


at fe 


for the 
Right Magnus 
Electro-Cleaner! 


There’s a cleaner in the 
Magnus line of Electro- 
Cleaners best qualified to 
give you fast, thorough, 
low-cost electro-cleaning on 
aluminum, die-cast, steel 

or soft metal parts. 


Ask for details on test-runs for YOUR products in the 
Magnus Laboratory to determine the right cleaner for your 
electro-cleaning operations. 


MAGNUS CHEMICAL CO., INC. 
11 South Avenue, Garwood, N. J. 
In Canada — Magnus Chemicals, Ltd., Montreal 
Service Representatives in Principal Cities 
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Polishing Machine 


U.S. Patent 2.660.007. Nov. 24, 1953. 
W.C. Burt, assignor to Clair Manufac- 
turing Co., Ine. 


In a polishing machine, in combina- 
tion, a polishing tool mounted for 
movement into and out of an operative 
position, means operatively connected 
with said tool for driving the same, 
power operated means connected with 
said tool and serving to alternately 
the tool 


operative poition, a work holder mov- 


move into and out of an 
ably mounted for reciprocation adja- 
cent to and in a plane substantially 
parallel to the tool, said work holder 
including a work supporting means 


arranged for supporting the work in 


1954 


position for polishing engagement by 
said tool as the work holder is recipro 
cated, power means for reciprocating 
the work holder, 
connected with the power means and 


and control means 
responsive to movement of the work 
holder approaching a position of adja- 
cency between end portions of the 
holder and said tool and adapted to 
thereupon actuate the power means to 
move the tool out of its working posi- 
tion and thereby avoid interference 
with the said end portions of the frame 
and to be also actuated by movement 
of the holder retreating from a posi- 
tion of adjacency between the frame 
and said tool and to thereupon actuate 
the power means to cause the tool to 
move to a work contacting position for 


polishing purposes. 
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Electrodeposition of 


Alloy 
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hich has been added at least an 
oxidation inhibiting amount of a sol- 
yble metal salt of an acidic product 


to W 


obtained by reacting a mixture of a 
qlfurized unsaturated monohydric ali- 
phat alcohol having 2 to 20 carbon 
ato per molecule and a saturated 


vdric aliphatic alcohol having 1 
carbon atoms per molecule, the 
‘otal number of carbon atoms in the 
said mixture of alcohols being not less 
than 16. and the molar ratio of the 
sulfurized aleohol to the unsulfurized 
cohol being from 2:1 to 1:2, with a 
sulfide of phosphorus of the class con- 
isting of phosphorus pentasulfied and 
ihosphorus heptasulfide, in such a mo- 
ar ratio that two molecules of alcohol 
are present for each atom of phos- 
shorus. the reaction between the al- 
cohols and the sulfide of phosphorus 
being conducted at a temperature of 
50-150°C.. and the metal of the metal 
salt being chosen metals of 
groups I to III of the periodic table. 


from 


Bright Gold and Gold Alloy 
Plating Baths 


U. S. Patent 2,660,554. Nov. 24, 1953. 
B. D. Ostrow 


An electrolytic bath for plating a 
metallic material selected from the 
group consisting of gold and gold-base 
alloys comprising an aqueous solution 
of aurous cyanide having therein a 
sufficient amount of an amine taken 
from the class consisting of alkylene- 
and Alkylol-amines having 1 to 12 
carbon atoms to produce a brighter 
deposit than is obtained by plating 
from said bath in the absence of said 
substance, and containing about 1.5 
to 2.0 grams of theoretical free alkali 
metal cyanide, the pH being from 
about 8.0 to about 11.5, whereby heavy 
gold deposits which do not require 
burnishing are obtainable by electro- 
lytic deposition. 


Rust Removal 


U. S. Patent 2,661,314. Dec. 1, 1953. 
E. S. Criddle 


A method of removing rust from 
metal surfaces, consisting in submerg- 
ing the rust coated surfaces in a solu- 
tion of blackstrap molasses dissolved 
in water, subjecting the rust coated sur- 
faces to the action of the solution for a 
period of substantially six days, and 
finally subjecting the metal surfaces to 
the action of a solution of bicarbonate 
of soda and water removing all foreign 
matter therefrom. 





A number of the cleaning and plating tanks in Wyandotte’s new Industrial Research Laboratories. 





Your Electrocleaning SAVINGS 
START HERE! 





This picture is very significant! It 
shows you some of the 18 tanks in 
Wvyandotte’s new metal-cleaning and 
electroplating laboratory. 


Here, Wyandotte’s high-quality, low 
use-cost products are tested and evalu- 
ated on problems just like yours. 
Development work is constantly in 
progress to improve these products and 
formulate new ones. Wyandotte’s lead- 
ing electrocleaners for trouble-free per- 
formance prior to electroplating are: 


B. N. for electrocleaning ferrous and 
nonferrous metals, including buffed 
nickel. Maximum flexibility for dif- 
ferent metals. 


C. S. R. for final anodic (reverse) 
electrocleaning of ferrous metals. 
Meets specifications requiring no sili- 
cates, soaps or wetting agents. Out- 
standing removal of carbon smuts. 


F. S. for heavy-duty anodic elec- 
trocleaning of ferrous metals before 





yandotte 
CHEMICALS 


Helpful service representatives in 138 
cities in the United States and Canada 


Largest manufacturers of specialized 
cleaning products for business 
and industry 
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electroplating. Exceptional deter- 
gency and soil tolerance 


NO. 90—a heavy-duty, reverse-cur- 
rent electrocleaner designed primarily 
for removing fabricating compounds 
and smut from ferrous parts. Also 
Has exceptional 
tolerance to chrome contamination 


used on copper. 


With these unsurpassed service facili 
ties, equipment and products, and the 
know -how of Wyandotte technical 
representatives, we can recommend the 
electrocleaner to do your job best at 
the lowest use-cost 


Insist on quality preparation for 
electroplating of your quality products 
See how you can profit from Wyan 
dotte’s new, improved electrocleaning 
products and techniques. Mail the 
coupon today .. . there is no obliga- 
tion. Wyandotte Chemicals Corpora 


tion, Wyandotte, Michigan Also Los 
Angeles 72. California 

a 9. Oo 
Wyandotte Chemicals Corporation | 
Department 2187 | 
Wyandotte, Michigan | 
Please send free technical information on: | 
B.N. C.S.R F.S NO. 90 | 

"] Please have a representative call j 
Nome : 
Firm | 
Address | 
City & Zone State | 
hess cites di cae anc cli cas ct cn cane diem J 
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Plating Conveyor Recycles Work, 


Transfers it Automatically 


Hanson-Van Winkle-Munning Co., 
Dept. MF, Matawan, N. J. 


ax SS 


The new H-VW-M_ elevator-type 
plating conveyor shown installed at 
Hamilton Standard, division of United 
Aircraft Corp., Windsor Locks, Conn., 
has the highest vertical lift in the 
world. It is zinc-plating big steel pro- 
peller blades 30 to 50% faster than 
a former manual handling system. 


A blade has just been transferred 
from the plating conveyor on the right 
to the monorail conveyor via the trans- 
fer conveyor on top. This blade will 
be inspected and scrubbed down as are 
the blades in the background, then put 
back on the plating conveyor for re- 
cycling through the zinc plating bath. 

Unusual feature of the operation is 
the automatic transfer of blades from 
and back to the plating conveyor. This 
transfer conveyor is selective in that 
it only picks up those blades that are 
supposed to be recycled. Other blades 
remain on the oval-shaped plating con- 
veyor and are delivered to the unload- 
ing station in back of the zinc plating 
tank. 

Controlling transfer to the monorail 
is a mechanical counter located on 


top of the blade-holding fixture. It 
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engages a limit switch on the transfer 
conveyor. The counter is set for the 
proper number of recycles prior to 
loading the blade on the conveyor. 
Blades are recycled up to six times. 
Plating thickness and number of re- 
cycles are determined after test balanc- 
ing the blades. 

The plating conveyor has a lift of 
101% feet. It is hydraulically-operated, 
and has provisions for by-passing or 
delaying set-down over any station in 
the plating cycle. 


Electropolishing Concentrate 


Electro-Glo Company, Dept. MF, 
1430 S. Talman Ave., Chicago, Ill. 


The above manufacturer has intro- 
duced a new electro-polishing concen- 
trate known as “Electro-Glo 200,” 
which operates at room temperatures. 
The process is designed to level the 
surface, remove high spots and burrs, 
and produce finishes from satin to 
mirror-bright on copper and copper 
alloys. 

The new process will polish intri- 
cate shapes impossible by other known 
methods, remove burrs from threaded, 
pierced and stamped parts, increase 
corrosion resistance, and produce su- 
perior adhesion of plating. It provides 
a method of machining metal parts 
electrochemically, to tolerances of 


0.0001”. 

Advantages of the new concentrate 
are that it operates at room tempera- 
tures from 75 to 125°F., uses standard 
plating tanks and equipment, does not 
etch, is excellent in its throwing 
power, is non-toxic, non-flammable 
and non-explosive, and is completely 
stable with infinite life. 

In from 2 to 8 minutes at an opera- 
ting rate of 5-12 volts and 0.5-1.5 
amperes per square inch, an Electro- 
Glo 200 and phosphoric acid solution 
will produce finishes from satin to 
mirror-bright on all copper or copper 
alloy surfaces, except leaded brass and 
silicon bronze, which will not take 
mirror finishes. 


METAL FINISHING, 





New Methods, Materials and Equip 
for the Metal Finishing Indus 


Buffing Compound Applic; 


itor 


George L. Nankervis Co.. Dept. \j 


} 


19255 West Davison, Detroit 23. \ 


A new air-operated auto 
ing compound applicator that 
accommodate bars up to ten jn 
wide (two inches thick) has beep 
nounced by the company. Designate, 
the Model 610, it becomes the pj 
model available in a series of elerty; 
and air applicators accommodating 
round and rectangular compound bars 

The new applicator can be installed 
on all types of buffing machines fro, 
simple lathes to multi-operation auto. 
matics. Lightweight construction pe; 
mits installation on 


installed in any 
effecting operation. 


position without 


An important feature of the nev 
applicator is its ability to feed am 


number of strokes per minute. apply- 


ing compound only when required 


For example, it can be installed so as 
to apply compound only during the 


buffing cycle, withdrawing while th: 
work changes from station to statio: 
in the machine. In addition, it is als 
possible to operate up to eight appli. 
cators simultaneously from a singi 











floating heads 
without disturbing balance. It can be 
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to 


r 





sont: ling valve, applying compound 
gnifo:mly to all buffs. With 


ition, the compound is fed for- 


each 


o compensate for “wear down” 
of bar. The rate of feed is adjust- 
om .0015” to .015” per stroke. 

yr parts of the applicator are 
f ited of cast aluminum to mini- 


; overall weight. All operating 
pa are covered to seal out dirt, 
wl lint and compound. Moving 


are bearing mounted to insure 
trouble-free service and smooth opera- 


Savings in buffing costs up to 40% 
have been reported by users through 
increased buff life, compound savings, 
and reduction in labor. A 
bulletin describing the new applicator 
is available upon request. 


technical 


Selenium Rectifier 


990 


Bart-Messing Corp., Dept. MF, 
Vain St., Belleville, N. J. 





A mobile battery power supply and 
a selenium rectifier taper charger con- 
solidated into a single unit, provides 
D.C. power from 2 to 30 volts and 
completely adjustable 
charging. 


and metered 
The unit incorporates the required 
facilities for both laboratory and pro- 
duction testing of electrical equipment 
in accordance with rigid military spe- 
cifications. It has wide industrial appli- 
cation for precision testing as well as 
uses in educational institutions. 
Battery output accurately metered 
for both voltage and current, adjust- 
able from 2 to 30 volts, is obtainable 
at the output binding post terminals 
by means of tap switch and rheostat 
adjustments. The charging rate is 
completely adjustable and metered, to 
operate from a 110 or 220 volt single 
phase A.C. source. Input circuit pro- 
tection is provided by a 
breaker and fuses. Double throw 
toggle switch connects the load across 
the battery supply or connects the 
batteries to the charger circuit. 


circuit 
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FLOW DIAGRAM 


VACUUM 
FILTER 
FILTRATE uM 


RECEIVING 


| RINSE WATER WASTE 
} GAS 
} HLORINATOR 


CYANI 
- SULFATE 


WASTE FEEDER 
TANK 


LIME FEEDER 


* No. | ina series depicting INFILCO’S successful solution of waste problems 


There is no “cure all” 
for solving waste 
treatment problems. 


For EXAMPLE: our 
thorough evaluation 


the utilization of ion 
exchange rather 
than the precipitation 
equipment found 
most practical in the 
existing plating 
waste installation 
diagrammed above. 


INFILCO INC. 


TANK 


FERROUS 


CYANIDE SUPERNATANT 





We invite your spe- 
cific inquiries and 
know that our wide 
experience in all 
phases of waste 
treatment will prove 
helpfulto you. 
Request Bulletin 
70-MF. 


PAPER MILL WASTES 















Tucson, Arizona 





Plants in Chicago and Joliet, Illinois 
FIELD OFFICES IN 28 PRINCIPAL CITIES 
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CIRCO 
MONORAIL DEGREASER 


Can you afford the high cost of out- 


moded metal cleaning equipment? 
The new, modern Circo vapor de- 
greasers—whether large or small— 
are engineered to save you 30% in 
solvent consumption and up to 50% 
in labor costs through more efficient 
design and operation. Circo, drawing 


on a background of 30 years experi- 


And ONLY Circo-engineered designs can 
provide these additional advantages: 


1. Immediate interchangeable operation, 
Trichlorethylene or Perchlorethylene 

2. 208 standard designs to choose from 

3. Automatic reclaiming of solvent 

4. Lowered maintenance costs — ease of 
cleaning and servicing 

5. Complete technical field service — cus- 
tom-engineered installations 


Profit from Circo’s firm policy of constant 
research and study that adapts the latest 
and best in metal cleaning to YOUR 
requirements. 


CIRCO DEGREASERS 
Use 307 Less Solvent 


CUT LABOR COST 
10 T0 50% 














ence in vapor degreasing, builds into 
its equipment such solvent-saving fea- 
tures as balanced condensing coils, 
leak-proof pumps, dual vapor-level 
control and regulated heat input. 
Circo degreasers are built to perform 
faster, save precious man-hours, 
through such construction features as 
easy access and clearance on two 
sides, large clean out doors, and well- 
placed controls and switches. 





And now — Circo Pioneers 
In Ultrasonic Cleaning 


Circo again leads the way with the most modern and 
talked about metal cleaning development of the cen- 
tury. The new Circosonic Degreaser, equipped with 
General Electric ultrasonic generator, cleans metal 
parts by the power of sound—faster than ever 
thought possible and to a degree of cleanliness that 
passes the most stringent industrial standards. The 
Circosonic degreaser may fit your operating needs. 


Write for full technical literature. 











CIRCO HAS DEVELOPED A COMPREHENSIVE, AUTHORITATIVE MANUAL ON THE SUBJECT OF 
VAPOR DEGREASING. WRITE TODAY, FOR THIS 32-PAGE BOOKLET. NO OBLIGATION, OF COURSE. 





1923 


EQUIPMENT COMPANY 
130 Central Avenue, Clark (Rahway), New Jersey Offices in principal cities 


PER-SOLV (Perchlorethylene) - 


Vapor Degreasers ° 
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CIRCO-SOLV (Trichlorethylene) 
Metal Parts Washers 


© Dryers °* Solvent Recovery Stills 


CIR-5 


METAL FINISHING, 


| 
| 
| 


| 


| 


Corrosion Resistant Exh. 


st Fans 


The Duriron Company, 7 


MF, P. O. Box 1019, Dayton 





The company has introduced a con 
plete new line of corrosion resisting 
exhaust fans. These fans feature all 
metal resistance to corrosive fumes 
and gases. The casing is of Duriron. 
one of the most universally corrosion 
resistant materials ever developed 
The rotor is a multi-blade, forward 
curved design of Durimet 20. a high 
nickel stainless steel. 

These Durco B Series fans are 
available with capacities to 8,000 CFM. 
The new design and new construction 
make them approximately forty pe 
cent lighter in weight than the former 
Duriron fans. These B Series fans are 
also more efficient and less expensive 
than previous fans. 

Complete construction details. di- 
mensions, weights, and _ performance: 
characteristics are available in Bull 


tin F/1. 


Phosphatizing Prior to Silicone 
Coating 


The Diversey Corp., Dept. MF, 162) 
Roscoe St., Chicago 13, Ill. 


A new process just announced }) 
the above company makes it possible 
to phosphatize steel and stil! app) 
silicone finishes. The new process buil 
around Diversey Divobond is claimed 
to clean, rust-proof and give greater 
finish adherence to the metal all 1 
one spray application. 

Up to now, steel which was to ha\ 
a silicone finish has been treated with 
a solvent cleaner and painted. Since 
silicone paints do not adhere t» usua! 
phosphatizing processes, the ,dvan- 
tages of rust-proofing have no! been 


June, 954 


























possi! le for produc's like heaters, elec- 
tric |= otors, radiators 
othe. products where heat is a factor. 


furnaces, and 
I, addition to its use with silicone 
it is expecied that the process 
ind general application as a 
“one-shot” cleaning. 
ind paint-adhering 
d to operate over a wider pH 


rust-proofing 
process. It is 


and is thus far less critical in 
Readers interested in testing the 
process may secure samples of the 
product or may send in test panels 
for coating. 


Contact for Plating Barrels 


Daniels Plating Barrel & Supply Co., 
Dept. MF, 129 Oliver St., Newark 5, 
N. J. 


\ new knife switch type of contact 
and drive gear positioner has been 
developed for use with the standard 
OLS Daniels plating barrels 
maintains positive contact at all times. 


which 


Illustrated in the inset in the photo- 
graph, this new device offers the addi- 
tional advantage of self-cleaning, in- 
creasing the current capacity of the 
entire unit and substantially 
the overall efficiency of the barrel. 


raising 


This new knife switch also has a set 
screw mounted through it in order to 
maintain perfect gear mesh and align- 
ment at all times. This feature 
proven valuable in reducing the al- 
ready low maintenance costs and down 
time on these barrels by eliminating 
gear wear. 


has 





The knife switch contacts described 
may be installed on any Daniels plat- 
ing barrel manufactured since 1946. 
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FLAT TOP ZINC ANODES 


© from Certified 99.995 * 7 
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New Jersey Metals Co. 


714 ROCKEFELLER ST., 


PURE VIRGIN ZINC 


When you buy New Jersey Metals zinc anodes, you get 
all pure-virgin metal with anode quality control that 
assures you of the following major benefits: 


P| FULL VALUE No dross or hidden 


losses. You pay no more for top quality. 


ye BETTER PLATING Nopits or 


blow holes to carry the dirt and contaminants that cause 
sludge and inferior work. 


(3 EASIER HANDLING Wo gates 


or flash on their smooth surfaces to catch and stick. 


TWO POPULAR STYLES 


Choose the new flat top shape for distinctive form that 
avoids confusion with cadmium anodes... plus a snug fit 
for your anode baskets, or New Jersey Metals popular 
zinc ball anodes that provide the greatest plating surface 
per pound of anode. Fit either ball holders or anode 
baskets. 


Either shape . . you can rely on zinc anodes that facilitate 
faster production . . . that help your plating meet the 
critical test of dimensional accuracy and excellent surface 
finish. 


Consult New Jersey Metals Co. on all your anode 
requirements. Flat Top Zinc Anodes. Zinc Ball 
Anodes. Nickel Anodes. For quotations and infor- 
mation ... call ELizabeth 2-6465 . . . or write: 


Serving industry from coast to coast since 1920 


ELIZABETH 2, N. J. \U4 
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These chromium plated door-knobs are on display at the 











Chandler Chemical Museum, Columbia University, New York. 


Back in 1924, when the above door knob was chrome plated, it was 
the beginning of a new era in corrosion control. These door knobs were 
the first objects chrome plated by a successful commercial process and 
served as a corrosion experiment on the door of the inventor’s laboratory. 


For many years before 1924 Mutual had been serving their customers 
with Chromium Chemicals. Experience has taught Chromium Chemicals 
consumers that the name of Mutual is synonymous with quality and 


reliability. 


CHROMIC ACID 








Zine Phosphate Coating for 
Iron and Steel 


Oakite Products, Inc., Dept. MF, 
118 Rector St., New York 6, N. Y. 


The addition to the company’s group 
of pre-paint conditioning materials of 
Oakite CrysCoat SW. a zinc 
phosphate coating material for iron 


new 


and steel, designed for use in pressure- 


spray washing machines, was an- 


nounced recently. 

The the manufacturers 
state, provides a fine-grained, dense 
and uniform zinc phosphate coating 
on iron and that meets U. S. 
Government specificaticn Jan-C-490, 
Grade I, and similar specifications. 
The coating weight ranges from 180 
to 220 mgs. per square foot. One- 


product, 


steel 
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SODIUM BICHROMATE 


99 Park Avenue 


Plants: Baltimore and Jersey City 





POTASSIUM BICHROMATE 


MUTUAL CHEMICAL CO. 


OF AMERICA 


New York 16, N. Y. 


minute application in the phosphating 
stage of a 5-stage pressure-spray wash- 
ing machine is usually sufficient to ob- 
tain the coating weight desired, it is 
reported. 

Among the advantages claimed are 
the following: (1) its zine phosphate 
coating develops very rapidly on metal 
surfaces, particularly in deep cavities, 
eliminating rusting difficulties: (2) the 
coating is dense and 
(3) the solu- 
tion is highly buffered for long life: 
(4) the product is inhibited for safe- 
ty on equipment surfaces; and (5) the 
only upkeep required to maintain an 
operating solution is the material it- 
self — no special toners or additives 
are needed. Upkeep is easily deter- 
mined by a simple titration procedure 


fine-grained, 
relatively non-porous: 


METAL 





using equipment  supplie 


charge by the manufacture; 


Acid Buggy for Corr. <iy¢ 
Chemicals 
Automotive Rubber Com; 
Dept. MF, 12550 Beech Roa ” 
28, Mich. 


Recently announced was the avail. 
ability of an acid wagon under th 
trade name “Acid Buggy.” 
Completely ARco 
designed, the Acid Buggy can be pr 


engineered and 


duced in a variety of capacities. Th: 


model No. XB-425 will hold 
than 400 gallons. 
The wagon has all Saunders type 


valves. It 
equipped with tow bar, axles, wheels 
6.00 x 16 tires. four 
acid hose with nozzles. overflow fun. 


rubber-l ned is completel 


py 
50’ lengths 


nel, gauge glass and fittings. pneu 
filter. 
and gauge board, and 75’ of 15” d 
ameter hose. The 1,500 |b. tank. ru 
ber-lined 


matic controls. air air gaug 


inside and out, is mounted 


on a frame which (combined wit 
accessories) weighs 1,300 lbs. 
Code constructed 40 |b. pres 


sure, the buggy is built throughou' 
ASME Code No. 15) 


accordance with 


Pom he 


Compound for Spray Washers 


Detrex Corporation, Dept. MF. Di 


32, Mich. 


trout 


Development of a new alkali 


cleaner for use in mechanical spra 
washers prior to phosphate coating 
and which is entirely free of caust 
soda, has been announced b 
manufacturer of 


metal-cleaning equipment and 


above indust 
cals. 

caustic sod i 
crystalline structure of the pho- 
coating is made much finer and 


By eliminating 


effective, and the product may be usec 
at varied concentrations and tempera: 
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tyres {0% the removal of oils and 
-ease- {rom fabricated parts prior to 
subse ent operations. The concentra- 
son ot this cleaning compound is en- 


drely dependent upon the type and 
degree of soil involved. 

Among the factors taken into con- 
jderation by Detrex in arriving at 
the new formula were excessive foam- 
ing at high concentrations, a problem 
reated by certain similar products, 
and that high water hardness (25 to 
\) grains! had to be overcome in 
ach areas as Indiana and Ohio. 

The new cleaning compound has 
; balanced formulation which permits 
saponification as well as emulsification 
of soils when in solution. 


Variable-Speed Tumbling Barrel 
The Henderson Bros. Co., Dept. MF, 


Waterbury, Conn. 


{ new bench-type, variable-speed 
tumbling barrel offers the time-saving 
advantage of nearly non-stop opera- 
tion While the barrel is running, it 
can be filled with parts or abrasive, 
or emptied, by tilting to pouring posi- 
tion, work can be watched and samples 
removed for inspection, the angle can 
be changed for best abrasive or polish- 
ing action and the running speed can 
be adjusted over an average range of 
10 to 40 r.p.m. 

These barrels are made in various 
sizes. shapes and materials, and they 





pare easily replaced. The new bench 


model and three pedestal models with 
variable speed match a line of four 


tilting single-speed machines. Catalog 


is available. 


Corresion Resistant Finishes 


Allied Research Products, Inc.. Dept. 


MF, 4004-06 East Monument St., Balti- 
pmore 5. Md. 


The development of 5 new protec- 
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3-in=1 


Using Illco-Way ionXchange, you 
can now accomplish three operations 
within a single unit: 


Save water—Better rinsing 


Recirculated rinse water treated by 
ionXchange eliminates continuous raw 
water requirements. (Raw water is 
needed only to make up small 


evaporation and drag-out losses.) Better 


rinsing control guards against stains 


and water spots on finished products. 


Avoid pollution—Save chrome 


Illco-Way ionXchange unit prevents 


pollution by recovering chrome in rinse 


water. Water sent to waste is free 
of chrome. 


Purify —Recover solutions 


Illco-Way ionXchange unit can be 


used to purify anodizing solutions . . . or 
to purify solutions recovered in still rinse. 


Illco- Way ionXchange has served 


the plating industry for over 15 years. 
Write for illustrated literature showing 


complete range of equipment. 








MODEL LU standard (Package-type) unit 
for production of solids-free De-ionized 
Water. 
tested in factory .. 


Units completely assembled and 
shipped completely 
assembled, requiring minimum installation. 


ILLINOIS WATER TREATMENT CO. 
856-6 Cedar Street * Rockford, Illinois 


tive coatings for zinc, silver, copper 
and aluminum has been announced by 
the above company. 

New Iridites No. 4-73 and No. 4-75 
(Cast - Zine - Brite) 
method of 
decorative and protective finish direct- 


provide a new 


obtaining a_ bright-type 
ly on zine diecastings. No mechanical 
finishing is required to produce a 
luster, since the luster is provided by 
action of the 


the chemical polishing 


solution. In addition, the resultant fin- 
ish can be used as a preparation for 
electroplated finishes. if desirable, by 
chemically removing the 
film. Two solutions are available. No. 
1-73 is designed for Zamak No. 3 
and similar alloy zinc diecastings; 
No. 4-75 is designed for Zamak No. 5 


and similar alloy zinc diecastings. 


protective 


Another new finish is designated as 


1954 


No. 18-P (Silver-Kote) and provides 
good tarnish resistance for industrial 
silver plate. This process provides a 
protective coating both in service and 
storage with minimum effect on elec- 
trical characteristics and solderability. 
No. 18-P does not substantially change 
the appearance of the silver. 

\ third new is No. 
(Cupreous - Kote) which 


17-P 


provides 


pro ess 


greater corrosion resistance and paint 
adhesion for copper and copper alloy 
from 


surfaces than can be obtained 


Iridite No. 7. 


polishing solution. It will perform sat- 


primarily a chemical 
isfactorily on any copper or copper 


alloy without generating smuts and 
also provides protection for soldered 
joints. The basic coating resembles 
the base metal in appearance and can 


be dyed vellow. red. orange or green 
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ADHERES 


to almost any metal 


INVISIBLE 


on all of them 
DULAC Clear Universal Lacquer #462 
























Here is a single water-white lacquer with remarkable 
adhesion to practically all metals. It’s DULAC Clear 
Universal Lacquer #462. 


Finishing shop after finishing shop* reports that this 
M & W lacquer can be applied with equal success to just 
about any metal—and that it’s invisible when applied. 


AND ... tests conducted by an unbiased laboratory show 
that DULAC #462 withstands salt spray and weatherome- 


ter tests for longer periods than ordinary lacquers. 


DULAC #462 forms a tough, lasting protective film that 
resists heat, cold, weather, stain, perspiration. [t cuts down 
on inventories, because one lacquer handles so many metals. 
It cuts down on production time, because it dries out of 
dust in 5 to 10 minutes . . . hard in an hour. Applied by 
spray or dip. *Names on request 
For complete information, write for Technical Data Bulletin 


#110, or let our M & W technical consultant discuss your 
requirements privately with you. 









PIONEERS IN 
PROTECTION 
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for color identification p 
The manufacturer has 
new process to its line . 
for aluminum. The ney 
No. 14-2 (Al-Coa:). Tj 
conditions can be contr 
| duce a finish ranging in 
from yellow-iridescent t: 
deep brown. The deep brow, fp; 
more protective than 6 l; 
treatments for aluminum. 

be more uniformly dyed bh; 

in electrical resistance be f it 
increased thickness. An outsiand ’ 
feature of No. 14-2 is that the eo 
can easily be bleached to produce , | 
highly protective film with a clear.) 
appearance. 





U; 
UF, 


Like all Iridite finishes for non-fer. 
rous metals, the five new products ar: 
applied by a simple chemical dip, with. 


out electrolysis and without the need 






for special equipment or special) 
trained personnel. The development o{ 
these new products increases the num- 
ber of company finishes to a total of 
25, for use on: zinc, cadmium. alumi. 








| num, copper. brass, bronze, magne. 
| sium and silver. Further research work 
| now under way should permit the an- 
| nouncement of additional new prod 
| ucts at an early date. 
| 







Swing Frame Grinder 


Curtis Machine Corp., Dept. \I! 
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One of several new machines being d 
| made exclusively by an a”: te 
| pany in Germany. is a versa wing 4 
frame grinder for use wi) i 
ing wheel, buff or abrasive } \ 
This grinder (Model PB-! 
used in small, as well as lar’: plans ‘ 
for a variety of operations. an be f 
suspended and thus brought |» hea’ 
or bulky work. It can be mgd 
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with. 
need 
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agne- 
work 
e an- 


prod. 





mounte and used as a variety grind- 
yg and polishing unit, such as mount- 
il on . lathe for O. D. grinding and 
polishi r, 
Features of the PB-1 include: com- 
pact design, rugged construction, ad- 
‘ystable balance, high speed, manuev- 
erability. positive and convenient 
wracking mechanism, and belt tension- 
‘gz. The 3 HP. motor produces 3,400 
-p.m. providing 7.700 surface feet 
ver minute. 


Avtomatie Current Control 


Unit Process Assemblies, Inc., Dept. 


WF. 75 East 4th St., New York, N. Y. 


A new development in the automatic 
control of current and voltage for all 
types of plating solutions is an elec- 
tronic device known as the Automatic 


Plating Controller (A.P.C.). 


Its use eliminates the setting of 
switches when loading or unloading 
tanks, since the current and voltage 
automatically adjust to changing 
loads, The tank operator needs only 
to be occupied with loading and un- 
loading operations, without need for 
manual adjustments. The controller is 
applicable to all plating solutions, and 
all tanks can be controlled by one 
supervisor from any remote location. 

It is easily connected in the D. C. 
bus-bar line between the tank and the 
power source (either rectifier or gen- 
erator), in place of the rheostat ordi- 
narily used. The voltage control knob 
on the Electronic “Brain” is pre-set 
to the desired tank voltage, and the 
controller automatically maintains this 
voltage, reducing the voltage for small 
loads to prevent “burning.” 

The Automatic Plating Controller 
will be demonstrated at the American 
Electroplaters’ Society Convention, 
July 12th to 15th, in New York City. 
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SPARKLER | 


FILTERS 


Sparkler Plating Filter 
Model 18-D-6 Alliron 
600 G.P.H. Portable 


On a horizontal filter plate it is possible to apply a thin pre-coat 
with about one-third the filter aid, and in one-third the time 
required for pre-coating a non rigid media or a surface in a 
vertical position. This saves time and filter aid. 


With the Sparkler horizontal plate you can apply this thin 
pre-coat evenly over the entire plate surface and start filtering 
immediately with less pressure and obtain maximum consistant 
clarity right from the start up to the end of the cycle. 


A filter cake on a horizontal plate will not crack, slip or fall 
off even with varying pressure or a complete shut-down of the 
filter. No pre-coat renewal is ever required after an interruption 
in operation. 


When it is necessary to clean the filter, the Sparkler filter tank 
can be emptied in a matter of minutes with a minimum of loss 
of valuable plating solution. 


Any grade of filter paper from fine to coarse can be used in a 
Sparkler filter. This makes it ideal for carbon treatment of solu- 
tions. Carbon mixed with water in a stand-by tank is circulated 
through a clean set of filter paper on the plates until a carbon 
cake is formed. The solution requiring carbon treatment is then 
circulated through the carbon beds without contaminating the 
plating tank or a shutdown of plating operations. 


At the end of the cycle with a Sparkler filter you can blow-down 
with air and produce a relatively dry cake that can be disposed 
of in a trash can rather than washing it down the drain with 
attendant sewer clogging problems. 


You will find your Sparkler plating filter positive and dependable 
from a standpoint of uniform high quality filtering and 
economical in labor and material. 


Sparkler representatives in all prin- 
cipal cities are ready to give you 
personal service on your filtering 
problems, and show how you can 
make a material saving in operat- 
ing cost. 





MANUFACTURING COMPANY 


Mundelein, Illinois 





Sparkler International Ltd. Sparkler Western Hemisphere Corp. 
Prinsengracht 876, Amsterdam, Holland Mundelein, Ill. U.S.A. 
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KORO-LITE 
PIPE solves mn 
" devices, etc., the company announces 
an age-old Corrosion problem its new Model BD-2 Pressure Banta [WE be 
¢ A New NON-PLASTICIZED POLYVINYL CHLORIDE Product Re cere wall mow Oe 
ed demineralizer that connects direct. pe 
KORO-LITE—rigid HIGH IMPACT pipe opens up new ly into any water line as simply as . 
horizons in man’s struggle against corrosion. This new : ‘ ; sa 
P.V.C. development embodies corrosion-resistant quali- filter. It is a non-regenerative unit mi 
ties with ruggedness of metal and high impact strength. that does not require acid and caust 
KORO-LITE—rigid HIGH IMPACT pipe not only P Pe , ares 
neo seituminins solves corrosion problems, but offers Ho Be tensile regenerant solutions but employs a r ve 
strength of aluminum with 4 its weight, high impact placeable resin cartridge. Demineral- R 
qualities, excellent abrasive resistance, low coefficient of : ss i ‘ f 
PLUG expansion, high insulation value, and will not support ized water is delivered in continuous by 
combustion. — flow under pressure from 5 to 25 gal. a 
EASY TO INSTALL: Clean tapered threading accom- ” 
plished with ordinary dies without lubricants. Held to lons per hour. No heat or cooling gi 
I.P.S. strong dimensions, easily connected to existing . . Kite hid aire ' 
COUPLING metal pipes. Under proper heat and mechanical work water is require d. It — S, states Ww 
en can be offset, bent and welded. | the manufacturer. no operating att sl 
APPLICATIONS: Paper industry, water and disposal tion other than to change cartrids: l 
installations, plating, chemical, pharmaceutical, food ‘ © c : 
processing, soap, detergent and tannery plants, textile when Pura-Lite goes out. el 
and mining industries, etc. 
Write us today for details regarding how KORO-LITE Pickling Inhibitor ; 
high impact pipe can improve your installations. : 
anand pe ae Oakite Products, Inc., Dept. MI. 
“LITE Pipe ond Fittings ore | PERMA-LINE RUBBER PRODUCTS CORPORATION = 170 povin Sy Now York 6. A 
Tough, Strong and Durable. 1753 N. Winnebago Avenue « Chicago 47, Illinois + Tel. HU 6-5800 ‘ cents : 
















| The above manufacturers of spe- 
~  cialized cleaning and allied materials 
have announced the development oi 
High Temperature Masking Tape 15 standard widths ranging from 14- Pickle Control No. 5. a liquid inhib 
for Anodized Surfaces in. to 3 in. Prices range, in accord- tor for sulphuric, hydrochloric o1 
Behr-Manning Corp., Division of ®"° with these 14-in. increments in phophoric acid or mixtures thereof. 
Norton Co., Dept. MF, Troy, New width, from $.80 to $4.80. Further- It provides a controlled foam blanket 
York. more, special orders will be filled for on pickling solutions in addition ‘ 
any desired width not in the standard _ performing its inhibiting function. |! 

The addition of a new special high line. is designed for use in continuous steel 
temperature masking tape No. 113 to strip mills where addition of an in- 
its existing line of pressure sensitive Water Demineralizer hibitor through proportionating equip: 
tapes has been announced by the com- Derinssiiall 
pany. The new tape was designed spe- 
















Suill & Sterilizer Co., ment is preferred, and in batch pi k- 


' . Dept. MF, 223 Lanesville Terrace, ling operations because of the ease 0! 
cifically for masking pretreated sur- Fovest Hill. Beton bY: Mk making additions, the manufacturers 
faces, such as anodized aluminum and state. 


magnesium. It will adhere at baking To answer the demand for cartridge The inhibitor is a viscous red-br 
temperatures up to 350 deg. and is type demineralizer that will deliver liquid with a characteristic odor. !\ 
available to industrial consumers pure demineralized water under pres- has a pH that is approximately neutra 
through the company’s field engineers sure so that it can be piped to any and a bulk density of 8.74 pounds per 
and industrial distributors. desired point, employed in pilot plant gallon, the manufacturers repor!. \or- 
operations, used as feedwater to other mal range of the inhibitor concentra 










The 60-yd.-long tape is available in 
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said to be 0.1% to 1% by 
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eight of concentrated acid in the 
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<lutic . With the material being added 
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ig temperature. It is available 
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in la 
115 pounds respectively. 

Barrel Finishing Machine 


{lmco Supersheen, Queen Stove 
Works, Inc., Dept. MF, Albert Lea, 


VYinn. 


The above company has just intro- 
luced a new and improved Model 
DB-50 barrel finishing machine. This 
new compact model has been designed 
to include all the superior features of 
arger models, but with an entirely 
new capacity for intermediate size 
runs, thus saving capacity of larger 
units for full batches. 

All barrel finishing operations can 
be performed in this machine, includ- 
ing grinding, 
polishing and cleaning. Certified cost 
savings of up to 95% over other 
methods is reported. 

Outstanding features include 
variable barrel speeds of 10 to 30 
RPM; single barrel is 22” diameter 
by 24” long, single or double com- 
partment as desired. All welded heavy 
gauge steel construction . . . removable 
waterfall front design .. . 
shape drum with quick-operating cam- 
lock door . . . conveniently located 
electrical controls, start-stop switch 
plus forward and reverse and protec- 
tive overload heater controls. The 


deburring, descaling, 


octagonal 





DB-50 is shipped complete 


} teady to connect to live voltage for 
operation. 
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Helps Eliminate Costly Rejects _ -.. 


Powers No. 11-MF Regulators are | 
self-operating. They will help you get 
the most effective use from various 

solutions by holding them at the a 
right temperature automatically. 














REGULATOR 


For 


Plating * Anodizing 
Bonderizing * Pickling 


Cleaning * Rinsing 


Holds temperature 
where you want it. 










































Plastic Covered Thermal Bulb and Tubing—is highly resistant 
to solutions in above processes. Prevents electrical shorts. 
No insulators required for the regulator. 


Easy to Read 4” Dial Thermometer — indicates temperature 
of liquid being controlled and makes it easy to adjust 
regulator for different temperatures. 


Bulletin 330 describes this simple, dependable control. May 


we send you a copy? 


THE POWERS REGULATOR CO., 


Offices in over 50 Cities, see your Phone Book e 


Potassium Cyanide in New Form 

Kaynide Division, Kraft Chemical 
Co., Dept. MF, 919 West 18th St., 
Chicago 8, Ill. 


A new form of potassium cyanide is 
now being distributed by the above 
company it has been announced by 
Gerald Kraft, general manager. 

The new product, known as Cya- 
Nodes, is cylindrical in shape about 
the size of a marshmallow, and weighs 
just one ounce. Formed by cast pro- 
cess, they are dust free, sulfur free, 
and non-flaking. 

Costing no more than powdered 
cyanide, the new form is very high 
in purity (97.99% 
solves very quickly, and is safer to 


minimum). dis- 


1954 


(b31) 


SKOKIE, ILL. 
Established in 1891 


handle. It is suitable for all electro- 


plating processes, 
Versatile Polishing Head 


The Murray-Way Corp., Dept. MF, 
Mich. 


Birmingham, 


The above manufacturer of auto- 
matic polishing. buffing, grinding and 
filtering equipment, announces a new, 
heavy-duty, multi-positioning buffing 
head with many unusual features. 

The new head. known as the No. 55 
can be positioned for any job by 
means of simple, conveniently located 
adjustment controls on the front of 
the head. It can be rotated in a full 
360 degree swing on both axes, simul- 
taneously; and automatic positioning 
provides constant, full contact on even 


the most irregular shaped piece. An 
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a special message 


manufacturers 


for 


appliance 








need a finish 


that blocks corrosion by 
itself—or under paint? 


specify 
IRIDITE 


You can solve any problem of non-ferrous finishing .. . 
maximum corrosion protection . . . sparkling clear or colored 
decorative finishes, firm and lasting base for paint . . . with 
these two words—“‘specify Iridite”. For example— 


ON ZINC AND CADMIUM you can get highly corrosion re- 
sistant finishes to meet any military or civilian specifica- 
tions and ranging in appearance from olive drab through 
sparkling bright and dyed colors. 


ON COPPER... Iridite brightens copper, keeps it tarnish- 
free; also lets you drastically cut the cost of copper- 
chrome plating by reducing the need for buffing. 


ON ALUMINUM Iridite gives you a choice of natural alumi- 
num, a golden yellow or dye colored finishes. No special 
racks. No high temperatures. No long immersion. Process 
in bulk. 


ON MAGNESIUM Iridite provides a highly protective film 
in deepening shades of brown. No boiling, elaborate 
cleaning or long immersions. 


AND IRIDITE IS EASY TO APPLY. Goes on at room temperature by 
dip, brush or spray. No electrolysis. No special equipment. 
No exhausts. No specially trained operators. Single dip for 
basic coatings. Double dip for dye colors. The protective 
Iridite coating is not a superimposed film, cannot flake, 
chip or peel. 

WANT TO KNOW MORE? We'll gladly treat samples or send you complete 


data. Write direct or call in your Iridite Field Engineer. He's listed under 
“Plating Supplies” in your classified telephone book. 


Aico R 


INCORPORAT 


4004-06 E. MONUMENT STREET 


adjustable float restrictor controls the 
degree of rise and drop of the wheel. 

Pneumatic controls for wheel lift. 
off are available for fully automati 
installations. The fine centering of 
wheel over work is quickly accom. 
plished by means of additional posi. 
tioning ways on the head mounting 
bracket. 

The No. 55 head may be used fo; 
either right or left hand operation by 
simply inserting the fulcrum retainer 
housing. Improved frictionless spindle 
bearings assure long, trouble-free ser 
vice and require no grease or oiling. 

The patented, adjustable fulcrum 
makes the head an all-position, full 
contact polishing and_ buffing head, 
operating on any plane — on any 
angle, even though compounded. This 
flexibility can mean fewer heads re- 
quired to finish irregularly shaped 
work pieces. 

The No. 55 is sturdily and com- 
pactly built and any number may be 
installed in line, on 5’ 8” centers thus 
saving valuable floor space and, more 
important, economizing on costly con- 
veyor length and fixture requirements. 


Plastic Anode Cage 


William Parker Co., Dept. MF, P. 0. 
Box 209, Worcester, Mass. 


The new anode cage is manufac- 
tured of a plastic material that is not 
effected by temperatures under 200°F. 
It is perfectly stable in any hot bright 
nickel solution in use today, and may 
be used repeatedly for an indefinite 
period. . 

It consists of a varying number ° 
arms, (depending upon the length 0 
the nickel anode) attached to a spline. 
These arms as well as the spline are 
drilled at suitable distances to preven! 
a shading effect upon the anod« while 
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lving. These arms encircle the 
anode \ ith the exception of a one inch 
ppeniny opposite the spline, which is 
called the face. Every other arm car- 
ries six nibs or separators, to properly 
jace the cage and the anode bag that 
enease= it from the anode. 

The top of the cage contains a nylon 
thread for tying at the base of the 
anode hook to prevent the cage from 


it 1s dis 














space 


slipping downward. 

Bagging anodes in a hot bright 
nickel solution is an absolute necessity 
hut one of the big disadvantages in 
imply placing a bag around an anode 
for use as a filter is restriction of the 
replenishment of the solution to the 
anode. 

The anode cage makes possible a 
onstant adequate fresh supply of the 
olution in contact with the anode. It 
seeds the passage of carbon and other 
nsoluble material to the bottom of the 
anode bag. This prevents thick deposits 
of these substances accumulating over 
the anode surface. Without the cage, 
the bag, by sticking to the sides of the 
anode materially aids in the adhesion 
f the carbon sludge to the anode. This 
is an undesirable situation and mate- 
rially interferes with current flow. The 
rapid removal of the majority of the 
carbon silicon jell to the base of the 
hag prevents entirely or greatly re- 
duces the tendency of some anodes to 
club and markedly reduces the amount 
of anode scrap. 

The use of the anode cage between 
the bag and the anode means a much 
more even flow of current with less 
resistance and the result is a faster, 
brighter, smoother plate regardless of 
the plating solution used. In many in- 
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Get this new 
FREE CIRCULAR 


Ao70-Fined 


3706 -MILHAM ROAD, KALAMAZOO, MICH. 


P. O. Box 988 — 
Phone 3-5578 















Be sure of rack protection that\ JE 
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through all cycles 


...use COATING 218X 


sers of Unichrome Coating 218X know that 

in Unichrome Primer 219PX they’re getting 

the outstanding single coat primer developed. It 
not only saves time and work, but also assures 
maximum benefits from the remarkable proper- 


ties of Coating 218X. 


Anchored to this primer, Coating 218X takes 
hard use — even abuse. It defies all plating and 


VN 9, 


ddd 


\h) \bez 





cleaning cycles without blistering, or lifting at 

contacts. It won’t crack, chip or tear. It even resists vapor degreasing cycles. 
Remember, Coating 218X is produced by United Chromium ... the company 

that has: (1) Developed plating processes; (2) Given service on plating prob- 

lems; (3) Pioneered highly corrosion-resistant plastisol coatings . . . and 

therefore knows what a rack coating needs for maximum plating service. 


COATINGS for METALS 


Trode Mork 


Products of UNITED CHROMIUM, INCORPORATED 


100 East 42nd St., New York 17,N.Y. @ 





Detroit 20, Mich. 
Los Angeles 13, Calif. © In Canada: United Chromium Limited, Toronto 1, Ont. 


Waterbury 20,Conn. © Chicago 4, Ill. 





stances the operator will find that 
higher current densities can be used 
without burning. 

To find the cost of a cage, multiply 
the length of the anode, in inches, by 
six cents, thus a cage for a 30 inch 
anode will be $1.80 each, F.0O.B. Wor- 
cester, Mass. No orders for less than 
12 cages can be filled. This price is for 
standard anodes measuring 314 to 314 
inches in width. For widths greater 
than this, or for designs other than 
standard please write for quotations. 
Bags for this length anode will be 114 
cents per lineal inch and should be at 
least 4 inches longer than the anode. 


In placing the caged anode in the 
tank, the face of the cage faces the 
work at all times. In U shaped tanks 
with a single center anode rod alter- 
nate the caged anodes so that every 
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other one faces in the opposite direc- 
tion. 


Power Tilt for Direct Drive 
Barrels 


The Globe Stamping Div., Hupp 
Corp., Dept. MF, 1250 West 76th St., 
Cleveland 2, O. 


Uniform tumbling angles, reduced 
operator fatigue, 20°% savings of floor 
space is achieved with Globe’s line of 
direct drive tumbling barrels with the 
development of power tilting. Said to 
be extremely easy to operate, the tilt- 
ing mechanism is controlled by a re- 
versing drum-type switch. The unit is 
designed for manual starting, with 
automatic shut-off at adjustable high 
and low limits. Use of the power tilt 
with these barrels eliminates the con- 
ventional handwheel. This, the manu- 
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) 
POWER TILT 
MECHANISM 








facturer states, saves 3 s: 
space per machine. 

The power tilt device is ayaj 
optionally with the firm’s dix 
barrels at rated capacities 
3,000 pounds. A 's hp. gear 
with a right angle shaft po 
No. 2 and 3 sizes, while a 34 hp, ova 
motor is used on the two larger t) 
ling barrels. 

Shaft speed on both tilting enits \. 
48 r.p.m., providing a_ limi'-to 
tilt speed (loaded) of 30 seconds { 
the 34 h.p. unit, and about 20 s 
for the lighter barrels. 

The tilt mechanism is mounted o; 
welded steel frame and bolted to th 
barrel pedestal. The gear motor shaft 
drives through a flexible coupling | 
a worm gear which engages the tilting 
gear segment. The shaft is mounted iy 
bronze bushings with thrust washers 
Means of shaft lubrication are pr 
vided with the use of a pressure greas 
fitting. 

Automatic control of the tilting 
mechanism is achieved by means of a 
pivot-mounted stop rod _ suspended 
from the tilting segment. The rod ex 
tends through the reversing drum con 
trol with adjustable limit stops. As 
the mechanism moves the barrel up- 
wards, the rod slides down through the 
control to the stop, shutting off th 
gear motor. The machine is stopped 
similarly in its downward movement 
by the opposite limit stop. 


Belt-Polishing Unit Mounted 
on Single Base 


Stephen Bader & Co., Dept. MI. 
Rockville Center, N. Y. 


A new belt polishing machine wii! 
contact wheel, idler wheel, and driv 
motor all mounted on a single pivotal 
base has been announced. 


Called the Bader Space Saver. the 


unique single-based polisher not onl) 


saves space but simplifies instal|ation. 
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s tracking problems, and cuts 


elimina 
» a punimum the need for adjust- 
ments (uring operation. 


By mounting all operating equip- 
nent balanced base, it is easy 
for th ; 
height from a sitting to a standing 
sosition. He merely loosens one bolt, 
-wings the balanced unit to the desired 
osition. and retightens the bolt. 
‘racking and belt tension remain un- 


operator to change working 


fected. A newly designed spring de- 
‘ce maintains tension regardless of 





vad. 





Permitting easier and faster anchor- 





ag. the single base eliminates such 
aligning 





astallation problems as 
notor and grinding bases for proper 
elt none The machine is driven 
by a 2 hp. G-E Tri-Clad “55” totally- 
fan-cooled motor mounted 
to the balanced base. The 
notor is built to the latest NEMA 
frame assignments and is lighter and 
than former 







enclose “d 





lirectly 







requires less space 
models. A completely sealed 
housing helps protect the motor from 


and abrasive dusts. 





cast-iron 






metallic 






The unit achieves smoother, more 
eficient polishing and longer belt life 
by pulling the belt rather than push- 
ing it past the work surface. Differing 
from the conventional backstand ma- 
chine, the unit uses the drive pulley as 
the backstand, with the frontstand an 
idler pulley performing as the contact 
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Wheel design has greatly improved 
the versatility and speed of grinding 
The polisher permits the 
rotation at 
of the belt 





operations. 





operator to reverse belt 
full speed without danger 


slipping off the wheels. 






The new unit uses a standard belt 
length with a variety of contact wheel 
sizes. Wheel diameters may be varied 
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HANDY & HARMAN 999 “PLUS” FINE SILVER ANODES 


When you see that triangle and “999+ FINE” 
mark on a silver anode you can be sure of three 
things about that anode—(1) it is free of every 
trace of impurities that can cause plating trou- 
bles—(2) it measures up to highest standards 
in fineness—(3) it has physical properties that 
are ideal for plating . . . And when you use 
those anodes you can be sure of smooth going, 
profitable production of top quality plating. 
Look for that mark next time you buy silver 


June, 


anodes. 


HAN DY & 


82 FULTON STREET - NEW YORK 38, N.Y. 
Bridgeport, Conn. 





from 2 to 18 inches without changing 
surface speed. The standard 132-inch 
belt is recommended in widths vary- 


ing from 14 to 3 inches. 


Low-Temperature Tumbling 
Barrel 


Tumb-L-Matic, Inc., Dept. MF, 4510 
Bullard Ave., New York 70, N. Y. 


A new thermostatically controlled 


low-temperature tumbling barrel espe- 


cially designed for deflashing parts 
molded of soft rubber is now avail- 
able. 


Although low-temperature tumbling 
with dry ice is not new as a principle, 
this new barrel utilizing liquid CO. 
with constant control of low tempera- 
tures produces tumbling results here- 
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Providence,R./. . 


HARMAN 


+ Chicago,lli. . Los Angeles, Calif. 


Toronto, Can. 


tofore unattainable. Product of many 


years of test and development, this 
completely 


new tumbling technique 


eliminates the storage area, storage 


and handling losses, and labor prob- 
lems usually associated with dry ice 
tumbling. Liquid CO. 


a separate tank and fed 


is contained in 
through 
appropriate controls into the barrel 
where it expands and absorbs heat to 


provide the desired low temperature. 


barrel has an operating 
of 0 to -120°F. 
Octagonal in shape. it is lined 


This new 
temperature range 
with 
srr 


stainless steel and insulated with 3 
thick special material equivalent to 5” 


or 6” of conventional insulation. Pull- 
down is rapid. Often, tumbling is 
started immediately. Both operating 
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Are You Using 
The Newest Industrial Metal 





Gold has unique and diverse properties — physical, ther- 


ile Maa talclisliae Lani (-isidiae| Mame) olilee] Miel-Veeldelihg-Mmaelaceliiels| 





resistant — not found in combination in any other form. 





One of these properties — or a combination 





may doa 





hitherto “impossible” job for you, or economically re- 





place steps in your present operation. 





By Electroplating Gold 








- you can utilize its unusual properties with great accu- 
racy. If you are now plating gold, we can equip you to 
do better work at lower cost. If you’ve overlooked this 











important field altogether, we can show you how a 
Technic installation brings gold plating under scientific 


control. Write us your problem, outlining your type of 














production. We'll report promptly .on benefits you can 
ensure with Technic methods. 








Without obligation, find out how Electroplating Gold Can Cut Costs 


TECHNIC (A) JAckson 1-4200 











INL. 


Providence, Rhode Island, U.S.A. RE” 











THE LARGEST ENTERPRISE OF ITS KIND IN THE WORLD 
















and cooling times are 30% to 50% 
shorter than results are 
uniform with minimum rejects. 


motor with magnetic brake, hinged 
door with spring loaded latches and 
manually-operated push-button control 
with thermal overload protection. 
Motor is supplied with voltage-rating 
to meet customer requirements. 


normal, yet 







Features include completely guarded 
chain drive, variable-speed gearhead 














Standard specifications: outside bar- 
rel size 30’-dia. x 36”’-long; inside 
barrel size 26’-dia. x 33”-long; floor 
space required 46” x 58”; height 65”; 
and weight 1,200 lbs. Other sizes can 
be manufactured to meet specifications. 


All liquid CO, controls are furnished 
completely assembled and _ installed. 
Indicating thermostat is manually set 
to maintain constant controlled tem- 
peratures. Barrel can be supplied with- 
out controls for operation with dry 
ice, 
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Polishing and Buffing 
Hammond Machinery Bu 


Dept. MF, 1601 


mazoo, Mich. 


Douglas Kal ; 
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A special model RRO wide swine 
polishing and buffing lathe has bee 
announced. It is a two-spindle lath 
each spindle having its own motor. 
motor control and V-belt drive, allow. 
ing each operator to change wheels 
without interfering with or causing 
down time for the other. Each spindle 
runs in three ball bearings, one in the 
end of the spindle which is a part of 
the special outboard bearing assembly 

The heavy duty construction and 
rigidity of the outboard bearing per- 
mits the use of wheels up to 16” face 
on each spindle. This lathe is especially 
suited for polishing and buffing of 
large and irregular shaped parts either 
by hand polishing or in conjunction 
with semi-automatics. 


Multi-Mount for Flexible 
Grinding Wheel 


Merit Products, Inc., Dept. MF, 
4023 Irving Place, Culver City, Cal. 


Available for the first time in mul- 
tiple wheel units is the new Grind-0 
Flex flexible grinding wheel. As the 
photo shows, three of these wheels (01 
more) may be mounted together t 
form a single broad wheel which acts 
on a much larger area than one wheel 
alone, yet loses none of the flexing 
action found in the individual whee 
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Any number of these units may b 


ae 





ore 






June, 


















Ine. 
‘ala. 











ed together as required in in- 
crements of 1” for fixed installations. 
When attached to a flexible shaft or 
portable drill three to five wheels are 
recommended for best results. The 
light weight of the wheels (7 02. 
oprox.) makes such a_ grouping 


asse! 













































app! 
prat cal. 

These wheels are highly useful in 
finishing metals, deburring, flash re- | 
moval, and removing scratches, mars, 
too! marks, etc. Because of its ability 
to flex, it follows irregular contours | 
and provides a smooth, uniform abra- | 
sive action without digging into the| 





material. 





Production Blower 


U. S. Hoffman Machinery Corp.,| 
Air Appliance Div., Dept. MF, 105) 
Fourth Ave., New York, N. Y. 


| CUTS METAL CLEANING COSTS 2/3 


A sure and easy way to cut your cleaning costs is to follow the lead of Servel, Inc. — 





In the production of their automatic ice maker refrigerators and air conditioning 
products, metal cleaning plays an important role in relation to both quality and 
costs. And, on those parts which are porcelain enameled, the importance of metal 


The above firm announces the de- cleaning is especially critical. Here are the savings that resulted when Servel and 
velopment of a new _large-volume 


: : the local Detrex field technician worked together on the subject. 
standard production centrifugal blow- 


er with extreme adaptability. Using To begin with, a Detrex cleaner specially developed for porcelain enamelers was 
a combination of three newly de- recommended. Results on a lab basis looked good . . . production results were 
veloped interchangeable impellers, the outstanding. On the basis of accurately compiled data, costs have dropped 7 
No. 386 frame unit can be factory 


. one million square feet of metal is cleaned at a total cleaner cost of less than 


assembled to deliver any air volume ee 
A eparn 60.00. Qualit llent. 
between 2,000 and 9,000 CFM, with $ a dabei 
pressures ranging from 1 to 9 lbs. Guaranteed results in your plant, too. . . 


psig, or vacuum from 2 to 12 in. Hg. 
This is the first production model 
available to meet any specific require- 
ment within this range and units can 
be equipped with impellers that im- 
part a non-overloading characteristic. 

Units of the 386 series can be 
assembled from stock parts and tail- 


We guarantee to improve your cleaning operations, regardless of the parts being 
processed, the soil being removed, or the type of cleaning required! Only Detrex 
can make this offer because only Detrex makes both the chemicals and equipment 
for all types of cleaning .. . alkaline and emulsion washing, solvent degreasing, 
even cleaning with sound waves.* 


You can get all the facts by filling out the coupon below. Do it now for lower costs 


*Detrex Soniclean Process" 


tes Gbediers mnecds in a| cascccoacancecwnenoneeeeeseeocoeeneeneeoneoeooeoossosoosooosas 
matter of weeks instead of months. | Please send me the Detrex Cleaner file. We'd also like data on how 
Previously such blowers have been we can cut our metal cleaning costs and improve quality. 


custom made for individual applica- 











. ° ° : NAME TITLE__ 

tions, resulting in high cost and long | 

delivery time. According to the com- ; COMPANY ; cams te a ? 
pany, the unit sells for approximately | ADDRESS cncbibeupntiineigs 
30-50% as much as conventional cus- | city ZONE STATE 








yes models and can be delivered in | 
4 to \% the time. 
The 386 series is of the same are 


design as the conventional Hoffman 
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KING-SEELEY CORPORATION, ann arsor, MICHIGAN 


solves thickness testing problem with 


KOCOUR ELECTRONIC THICKNESS TESTER 


BELOW: To conform to specifications, 



































ABOVE: King-Seeley Corp., manufacturer 
of automotive gauges, governors, interval 
timers and electrical appliances, conve- 


niently located the Electronic Thickness 
Tester in production department. 


About 2 years ago the King- 
Seeley Corp. purchased the 
Kocour Electronic Thickness 
Tester .. . evaluated the instru- 
ment and have been using it 
since with confidence and satis- 
faction. Mr. C. F. Waite of that 
company wrote a paper, “Thick- 
ness of Electrodeposited Coat- 
the Anodic 


Method” concerning their prob- 


ings by Solution 


lems and how they were solved. 


Always specify KOCOUR TEST SETS from your supplier! 


control operation at King-Seeley Corp. 


King-Seeley Corp. is one of the 
many companies which are now 
saving hours of control and pro- 
duction time with the Electronic 
Thickness Tester. In addition, more 
efficient operation and _ higher 
standards of quality can be main- 
tained confidently. 


Why not investigate the possibilities 
today. See how the Kocour Electronic 
Thickness Tester can solve your problems. 
Write for literature and get your copy of 
“Thickness of Electrodeposited Coatings 
by the Anodic Solution Method.” 


KOCOUR COMPANY 


4802 S. ST. LOUIS AVE., 
CHICAGO 32, ILLINOIS 


operator can check work quickly, as it 


progresses. This is a regular production 





blower. The units are self-adapting to 
any variation in air volume require- 
maximum 
capacity. There are no internal wear- 


ments from minimum to 
ing parts and as a result, efficiency 
does not diminish with age. 

Rotor and housing of the new units 
are designed to permit free air flow, 
materially reducing air noise. Each 
impeller is statically balanced before 
being assembled on the rotor. To pre- 
vent vibration the entire rotating ele- 
is then dynamically balanced. 
be operated 24 hours a 


men’ 
Units may 


day continuously without adjustment. 
Vinyl Coatings 
Magic Chemical Co., Dept. MF, 121 
Crescent St., Brockton 2, Mass. 


Several new Magic-Vulc coatings 
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have recently been developed to protect 
industrial equipment from abrasion 
and corrosion. The remarkable plastic, 


polyvinyl chloride, is used as the basic 
ingredient, These coatings are easy to 
apply by brush, spray gun or dipping, 
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on metal wood, concrete. 


many other surfaces. The c: stings 4, 
to tough, flexible finishes th.) prey, 

abrasion and corrosion fro: shortey 
ing equipment life. Ideal fo; tectine 
tanks, racks, trucks, pipes. fabrics 


fans, blowers, etc. in a gr 


Variety 
of industries. 


The photo shows two s 
fume ducts which have been | 
the interior. These ducts ar, 
carry fumes of nitric acid, hydroflyor;, 
acid and other highly corrosive cheyj. 
cals. Where acid-resistant 
coatings last only six months, the yiny| 
coatings last for several years. These 
coatings are available in the following 
two types: (1) Coatings of viny] resip. 
pigment-solvent systems and (2) (oar. 
ings of vinyl plastisol. 


Lions of 
vated on 


used to 


ordinary 


Stainless Steel Centrifugal 


Pump 


Eco Engineering Co., Dept. MF, 12 
New York Ave., Newark 1, N. J. 





A new small centrifugal pump made 
of Carpenter 20 stainless steel is avail. 
able for handling a wide variety of 
corrosive chemicals. Maximum capa‘ 
ity is 30 gpm. It will pump against a 
head up to 24 lbs. and has a maximun 
suction lift of 20 in. vacuum. 


Design features include: Rear sue: 
tion and discharge permitting complet 
accessability without 
pump from line; full visibility of fluid 
being pumped through Pyrex front 
cover plate; easy access to internal 
parts by the removal of 2 wing nuts: 
continuous suction on stuffing box re- 
duces the possibility of absolute mini- 
mum of material being pumped enter- 
ing the mechanical seal; impeller is 
screwed directly onto motor 
guaranteeing perfect alignment 


disconnecting 


shaft 


sustained concentricity of the sea! 

iety of impeller designs handle clea! 
and abrasive fluids; dynamical! 
anced, precision machined, this )ump 
is unusually quiet in operation. 
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Hand Tachometer 


ul Electric Company, Meter 
ument Department, Dept. MF, 
ady 5, N. Y. 


A new portable, hand tachometer, 
featuring a  scale-changing 
vhich reduces misreading of its vari- 
ous ranges. has been announced. 

Three different each hav- 
ing three ranges, are capable of meas- 
uring rotational speeds from 2 to 100.- 
(00 rpm. and linear speeds from 2 
to 10,000 f.p.m. with accessories. Ac- 
curacy is plus or minus one per cent 
of full scale under all 
according to G-E engineers. 


device 


models. 


conditions. 


The equipment consists of two basic 
units: a head, which is placed against 
the moving object; and an indicator, 
which is attached by a two-foot flex- 
ible electric cable. 

The head unit includes a rotating 
shaft which operates a set of contacts 
through a positive cam mechanism. 
Weighing only six ounces, it is small 
enough to be placed in contact with 
rotating shafts or moving 
where little space is available. 


objects 


The indicating unit incorporates a 
reactance circuit. a multi-scaled milli- 
ameter, and a flashlight-cell power 
supply. Battery life is about two to 
three years. and changes in voltage 
may be compensated by a self-con- 
tained calibration circuit which assures 
consistent, accurate performance. the 
engineers said. 
include two external 
cone tips, an internal cone tip, a 0.1- 
p toot disk, a one-foot disk, a low-speed 
jadapter, a high-speed adapter, and an 
extension arm, all stored in a compact 


Accessories 
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GOOD MACHINERY 


OF KALAMAZOO 


SINCE ‘62 


MODERN Seyytained/ GRINDER-POLISHER 


Hammond Variable Speed 
(1500 to 3000 RPM) Polishing 
and Buffing Lathe. Models 
up to 50 HP available. 


1601 DOUGLAS AVENUE 


carrying case along with the tacho- 
meter. 

The equipment has a total weight 
of 334 pounds, including carrying case, 
which 11-7/16 x 7-5/16 x 


3-34 inches. 


measures 


Self-Cleaning Air Filter 


American Air Filter Co.. Inc., Dept. 
WF. Louisville 8, Ky. 


The Roll-O-Matie is an 


self-cleaning air 


automatic 
filter introducing a 
of glass fiber 


new adaption ¢ filtering 
media, designed for use in commercial 
and industrial ventilating and air con- 
ditioning systems to clean both out- 
side and recirculated air. This new 
filter combines the desirable character- 
istics of both dry type and viscous im- 
pingement air filters the simple 
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Hammond Cyclone Dusko- 


Hammond Backstands. 10 


lector. One of a wide line Air and Spring Tension 
of Cyclone and Filter Types. 


Models to choose from. 


Write for Catalog No. 
60 showing America’s 
most modern and 
complete line. 


KALAMAZOO, MICHIGAN 


operation and convenient maintenance 
of the dry type with the large dust 
holding capacity and higher allowable 
operating resistance inherent to the 
viscous principle. 

The filtering media is a continuous 
length of fiber glass material, similar 
to that used in AAF AMER-glas filters. 
except that it is supplied in rolls of 
approximately 70 linear feet. The ma- 
from the roll of clean 
filter 


continuous 


terial media. 


mounted at the top casing. is 
transported on a screen 
that rotates over top and 
sprockets, down the face of the filter 
rerolled at the after 


collecting its dust load. 


bottom 


and Is bottom 


sensitive to the 
across the filter 
motor that 


\ pressure switch 
resistance differential 
drive 


curtain actuates a 
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TOMORROW'S CONTROLS 


TODAY! 


ELECTRONIC ‘‘BRAIN’’... 


FOR THE PLATING INDUSTRY 


The newest development in electronic plating equipment brings 


you the controls of the future 


... today! With Unit Process Assem- 


blies’ Automatic Plating Controller, you can eliminate the time 
lost in setting switches during tank loading or unloading. Fhe 
A.P.C. automatically adjusts to changing loads. Tank operators 


waste no time with manual adjustments. One supervisor at any 


remote location can control all tanks 


... all solutions. The A.P.C. 


is to plating what “No-Shift” is to driving. 


AUTOMATIC PLATING CONTROLLER* ... 


Automatically controls tank current. 


Eliminates “burning” small loads. 
Plates all work at the proper current. 
Adjusts to all loads and all solutions. 


Operates at any remote location. 


eeoeeeoe o @ 


UNIT PROCESS ASSEMBLIES, INC. 


75 EAST 4TH STREET @© NEW YORK 3, N. 


rotates the screen and feeds a certain 
amount of clean media into the filter 


curtain when ihe resistance reaches a 








Eliminates setting of switches during loading. 
Automatically checks if work is added or removed. 


Permits one supervisor to control all tanks. 


Gives you control by the “electronic brain” of the future 


> / 







¢ ° 
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*Patents Pending 


« . “EODAY! 
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predetermined point. In this way 
media usage is in direct proportion 
to dust conditions and hours of oper- 
ation. Field tests indicate that under 
normal operating conditions a single 
roll of media should be a year’s supply 
per 10,000 cfm. of filter capacity. 

The filter is made in vertical sec- 
tions 3’, 4’ and 5’ wide and in heights 
from 5 feet to 15 feet in four inch 
increments. One drive mechanism will 
operate from three to six sections 
depending upon their height. Bulletin 
No. 248 issued free upon request. 


All Vinyl Plastic Filter 


Electrochemical Products  Corp., 
Dept. MF, 16190 Saranac Rd., Cleve- 
land O. 


Replacement costs for industrial 
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acid filters are cut drastically throys 
the use of a new type filter now bei 
constructed entirely from rigid yi; 
plastic. First production models of th; 
plastic filters, made from B. F. Go 
rich Chemical Co.'s rigid Geon yj 
have been in du'y nearly 
Cleveland Graphite Bronze Co.. a d 
sion of Clevite Corp.; the filters 
used in corrosive nickel p!a'ing 
operations, and no signs of wear | 
been evidenced in this period of | 
Other type stainless steel fi! 

ously used lasted only thre» weeks t 
three 
replaced. 

The rigid vinyl plastic fil 
tings, and inside rings are al] machined 
with tolerances as close as .(0)3 incl 
The filters are approximately 20 inches 
high and have a 14 
diameter. There are 40 filter papers 


months before havin to 


inch — outside 
inside the drum, giving 5.()())) square 
inches of filtering area. The capaci 
is 30 gallons per minute. 
Although the initial cos 
vinyl plastic filter, trade named 


Flo, runs approximately the - 
stainless steel one. | 


conventional 
fact that the plastic filter 
at least 6 times longer wi! 

ent wear represents a trer 
placement cost savings. 1! 

ical Producis also fabrica’es any s 
precision-made filters, du 
hoods and plating racks { rg 
Geon vinyl. 


Flexible Shaft Poli 


Metal Removal Co., Dept. i! 
N. Orleans St., Chicago 10. | 


A truly amazing hand polisher \! 
speeds variable from 700 ) 
rpm is being introduced for 
time. This new, world-patente 
is called “Ultra-Flex.” Its nique 


‘ 0). 
the frst 


polisher 
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Thoroughly Sealed 
Selenium Stacks 


A MORE THOROUGH 
PROTECTION AGAINST 
ATMOSPHERES AND 
GASES THAT CORRODE 





Due to the ‘HEAT EXCHANGE” Principle 


DESIGNED INTO 


RICHARDSON-ALLEN 


DEPENDABLE 


. SELENIUM RECTIFIERS 
h.p., 3 phase motor with a V-belt pul- 


xv driv > distinct advantage of ; 
ley drive has the dist ¥i Available now, a complete R-A selenium rectifier unit operating on 
operating accurately selected speeds, this new “Heat Exchange” principle. 


ve " > remarkab , 
even under full load. The re markal ly Selenium stacks, transformer and fan are enclosed airtight in a 


wide range of speeds are manipulated water-cooled, double chamber —so designed that fresh, cool air 
hy a hand dial which controls the flex- keeps the inner chamber at constant-cool temperature at all times. 
ible drive shaft. In addition to this, a smooth, continuously variable, stepless voltage 
The absence of gears or other con- is possible through a saturable iron core reactor control. 

ventional mechanisms make the ma- Such a control is more flexible, more reliable than is possible with 
chine simple and economical to use or ordinary tap switches, resulting in a more constant deposition with 
maintain because wear is minimized. much less attention. 

Both quality and quantity of finished If you have an unsolved aging problem in your source of d-c, our 


work is improved because of increased engineers will be glad to examine it. Circular on the R-A ‘Heat 


‘ by . Exchange” principle sent on request. 
operating “@fhiciéncy resulting from the ian <aiiin q 


full utilization of correct speeds for 
whatever tool used. The polisher will 


actuate carbide burrs, mounted wheels, RICHARDSON-ALLEN CORPORATION 


abrasive discs, buffing wheels, and a manufacturing affiliate of 
” +6 7” j WESLEY BLOCK AND COMPANY, 39-15 MAIN ST., FLUSHING, N. Y. 


grinding wheels from ;y 7” in 
IN CANADA: Richardson-Allen of Canada, Ltd., 370 Victoria St., Toronto, Ont. 


diameter. 


Lowe en G- FOWER CONVERSION SPECIALIST 


Multi-Barrel Tumbling 


BMT Mfg. Corp., Dept. MF, 102 E. 


%h St., Elmira Heights, N. Y. : 
tions as rounding corners, forming and unloading of the barrels. ‘The 


A new approach to tumble finishing fillets, and blending chamfers can all unit without cage requires 4 ft. x 4 ft 
called “SlideHoning” employs a multi- be successfully done, with the finished of floor space, and with cage 7-ft. 4-in 
barrel unit with a 48” revolving disc surface and the appearance of the part x 6-ft. 6-in. 
on which can be mounted as many as materially improved. The equipment Two types of barrels are provided: 
25 barrels with a variable rotating permits one operator to do effective \ stud-mounted type that bolts di 
speed from 11 to 28 r.p.m. and with finishing on a variety of work pieces, rectly to the rotating disc, and a quick 
different sizes and shapes of barrels as many different parts can be done adaptor type that has a safely lever 
available plus a range of mountings. on the same machine without mixing, 

The equipment makes possible a com- and both wet and dry tumbling can 

bination of rotary, centrifugal and he done at the same time. 

slide tumbling actions all at one time. 
not just the conventional mass-weight 


tumbling. 


\ Safety Cage completely encloses 
the equipment and is so arranged that 


T ‘ ‘ the gate must be closed before the 
The controlled-motion-honing _pos- © 


sible with the multi-barrel unit re- 
moves burrs, flash, tool marks, rust, °P°" the gate with a touch of the 
paint, plating, heat treating scale, and finger or toe and the machine will 
does not effect the dimensional toler- automatically stop, assuring maximum 


machine will start. The operator can 


ances of the work piece. Such opera- safety and greatest ease for loading 
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“‘Sealed-Disc”’ Filters were 
designed especially for plat- 
ing rooms. They’re smaller, 
compact, and more portable 
than ordinary conventional 
Filters, and they are also per- 
forming satisfactory results 
on many acid dips, electro 


cleaners, and solvents. ticut. 


ALSOP ENGINEERING CORPORATION 


Filters, Filter Discs, Pumps, Tanks, Mixers, Agitators 





connection which permits instant 
mounting and removal from the ma- 
chine. Angle adaptors are provided so 
that barrels mounted at an 
angle for the desired SlideHoning. 
Barrels are available unlined or with 
a Neoprene lining. Special fixtures can 
also be designed to hold the part in a 
fixed position inside the barrel so the 
finishing will be directed to a specific 
area only. 

Manufacturers are invited to send 
a test sample of 25 lbs. or approxi- 
mately 1 cubic ft. of parts, and a de- 
sired finished piece. These test parts 
will be processed to the specifications 
desired. Process sheets will be furn- 
ished for cost comparisons and there 


can be 
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d against 


You can be sure with a “Sealed-Disc” Filter 


More and more cost-minded platers depend on 
Alsop “Sealed-Disc” Filters do remove dirt, dust, 
and sludge from their plating solutions. They get 
better finished plated work, they save time and 
labor, and their plating solutions last longer. The 
“Sealed-Disc” Filter assures positive, trouble-free 
performance that’s proof against even the invis- 
ible impurities that cause nodules and porousness- 
proof against rejects and reworking. There’s a 
“Sealed-Disc” Filter “to fit your job” — write for 
complete 





information, the Alsop Engineering 





Corporation, 906 Bright Street, Milldale, Connec- 
| 





is no cost or obligation for these 
services, 


25 amp. Selenium Rectifier 


Kocour Co., Dept. MF, 4802 S. St. 
Louis Ave., Chicago 32, Ill. 


Rectifier Model 
25A is a self-contained power supply. 
AC input 110 volts 60 cycles. DC out- 
put 6 volts, 25 amperes continuous 
duty ratings. Full wave bridge type 
selenium rectifier stack . . . powerstat 
single knob continuously variable con- 
trol over entire range. Thermoswitch 
protection against overheating. No in- 
stallation 


Kocour Selenium 


. . no maintenance, ideal 
DC power supply for individual tank, 
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small plating barrel, batt 
ing, research and control. 


Rust Proofing Coating 





American Sand-Banum (o.. |», 
Dept. MF, 9 Rockefeller Plaza Ney 
York 20, N. Y. 






Rustend is stated to be both a py 
proofing primer and coating for ney 
metals; a touch-up compound for 
rusted surfaces. It has exceeded th, 
most rigid industrial and_ militar, 
specifications, including 300 hou 
weatherometer test, than nine 
months outside exposure test. 

A transparent liquid that polyme: 
izes upon drying with the rapidity of 
paint, it forms a flexible, resistant ad. 
hering film that contracts and expands 
with the metal, despite temperature 
variations. In the case of new metals 
adhesion is enhanced by weathering 
or etching. 


more 










The material can be flowed, dipped. 
sprayed or brushed, sets in not more 
than 3 hours and dries hard in not 
more than 24 hours, ready for paint- 
ing if desired; fully effective without 
painting. It will, however, improw 
the appearance and life of paint with 
greater freedom from checking, flak 


ing and peeling. 












Application is simple. Where rust 
has started, merely wire brush loos 
mill scale, rust and dirt from the sur- 
face. Apply liberally by brush, spray 
or dip; can be thinned with mineral 
spirits or turpentine. Suitable for all 
metals. Has splendid storage and dilu- 
tion stability, resistance to cold and 
boiling water, humidity, mild alkali 
and acid fumes and salt air. 


Precision Chrome Plating Proce: 


National File Co., Dept. MF, 19! 
South Cedar, Lansing, Mich. 


“Krome-King” is the name given to 
a new and greatly simplified precision 
plating process designed for use “right 
in your own shop.” Functionally eng'- 
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neered and amply job tested, this new- 
comer to the trade provides many 
answers to the critical demands of to- 
day's tooling problems, according to 
its manufacturer. 

Any desired depth of chromium 
can be applied with reasonable uni- 
formity of deposit. This exacting uni- 
formity control is simplified through 
the use of a “time-dimensional” con- 
trol method, explained in instructional 
charts supplied with the unit by the 
manufacturer. 

The process produces either a soft, 
dull deposit when conducted at room 
temperature; or a bright, hard, ductile 
chromium which will absorb shock 
without chipping or peeling when it is 
plated at a recommended 130°F. with 
the use of a thermostatically con- 
trolled immersion type heating unit. 


The equipment consists of a power 
unit and tank unit, both made in 
varying capacities to fit the particular 
job. The power unit provides a source 
of adjustable low voltage direct cur- 
rent from an alternating current 
source. The tank units are modern, 
well-engineered plastic tanks with 
sheet lead anodes and mounted in 


sturdy metal cabinets. 


The heart of the process is an im- 
proved chromium plating solution, 
Krome-King “202” concentrate, and 
the equipment and instructional charts 
are scientifically engineered to its 
chemical characteristics. The solution 
is self-regulating and requires no 
knowledge of chemistry or special 
skill to mix or maintain. No analyzing 
of the solution is necessary other than 
the simple use of a hydrometer, sup- 
plied with the unit, to determine the 
specific gravity. The manufacturer 
claims that the cost of the “202” solu- 
tion is less than 4c per .001” deposit 
on one square inch of surface. 
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SAVE 


$6 to $10 per drum 
on TRICHLORETHYLENE 


METAL 


DEGREASING GRADE 


Get these savings along with guaranteed 


finest quality, packing and delivery 


Trichlorethylene, metal degreasing grade, offered by 
International Corporation, is manufactured abroad to U. 
ards under our strict supervision. 


Columbia 
S. stand- 
Although available to you at 


savings of $6 to $10 per drum, it is guaranteed to conform to the 


highest quality domestic solvent. 


This Trichlorethylene is suitable 


for the degreasing of all metals, including magnesium, aluminum, 
brass and steel. It is fully stabilized and inhibited, insuring top clean- 
ing efficiency without danger of solvent breakdown. 


Columbia International's Trichlorethylene is packed in 
standard NEW steel drums — 650 Ibs. net, 700 Ibs. gross. 
Available in tank cars, car loads, truck loads or single drums. 


C —<t 











STOCKS oo TRICHLORETHYLENE SPECIFICATIONS 

IMMEDIATE DELIVERY Specific gravity @ 25° C/25° C 1.456-1.463 
. Boiling range @ 760 MM. Hg 

in all IBP, Minimum ° C 86.5 
PRINCIPAL CITIES ri rat 
e Acidity as HCl - % by weight none 
Some distributorships Max. Alkalinity as NaOH - % by weight 0.03 
still available. Max. color, APHA 15 
Max. non-volatile matter - % by weight 0.0020 
Max. cloud point - °C 7 
Free Halogens Negative to test 











COLUMBIA INTERNATIONAL Corporation 


202 TERMINAL ROAD, CLARK (Rahway), N. J. 


Phone RAhway 7-6937 


| OTHER INDUSTRIAL SOLVENTS AND CHEMICALS AVAILABLE 





Selenium Rectifiers 


United Chromium, Inc., Dept. MF, 
100 East 42nd St., New York 17, N.Y. 


A new illustrated four-page folder 
describing the complete line of Uni- 
chrome selenium rectifiers for plating 
and anodizing was recently made 
available. A new feature on _ these 
rectifiers is a set of pin jacks for easy 
taking of electrical readings which 
make it possible to determine the effi- 
ciency of the equipment and thus to 
forestall trouble. Basic, self contained, 


and remote control rectifiers available 
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with cycling, standard or extra heavy 
duty ratings, and with water cooling 
for corrosive lor ations are dese ribed. 


Weld Grinding and Blending 


Vinnesota Mining and Mfg. Co., 
Dept. MF, 900 Fauquier St., St. Paul 
6, Minn. 


\ new eight-page booklet, describ- 
ing the use of coated abrasive discs 
and belts for weld removal, is avail- 
able free from the manufacturer. It 
gives detailed information on how 
users of coated abrasives find unit 
costs are reduced, production  in- 
creased, and the quality of finish im 
proved. 

The 81% x 11-inch booklet illustrates 


applications of 3M dises type “C” 
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Polyesters by Prescription 


NOW ... The Chemical Corporation 
research and development program 
makes possible a “prescription” type 
of PLA-TANK formulation for specific 
problems. It is literally possible for 
our technical service engineers to pre- 
scribe one of a number of vastly im- 
proved combinations of PLA-TANK 
material for liquid contact applications 
never before considered suitable for 
ordinary polyester plastics. 

For example, tests prove that all new 
PLA-TANK electro-platers’ tanks now 
offer far better performance on hot 
sulphuric, nitric, phosphoric and chro- 
mic acid solutions than any other 
commercially available fiber glass tank. 


Remember — All Polyesters 
are not Alike 
PLA-TANK achieves these vastly im- 


proved resistances by carefully con- 
trolled variations in either the resin or 
fiber or both. Now more than ever 
“all polyesters are not alike’? and COM- 
MONLY PUBLISHED STUDIES OF 
POLYESTER PERFORMANCE MUST 
NOT BE APPLIED TO PLA-TANK 
SPECIAL MATERIALS. 

Intensive research and testing cover- 
ing thousands of samples have isolated 
and selected those alkyds which show 
highest chemical resistance to various 
specific agents and matched them with 
the most effective cross links. 

NOW ... you can “prescribe” new 
PLA-TANK for your own specific needs, 
knowing your tanks will have increased 
usefulness and longer life. 


Benefit from continuous research 
and development with PLA-TANK 
— first in the field, and still the 
leader. 


WRITE TODAY — mentioning your require- 
ments, for complete data sheets on new 
PLA-TANK maijerial. P-18 




















for all-around versatility and type “H” 
for extra rugged grinding — and sev- 
eral types of coated abrasive belts. 
backed up by case histories. 

Another section of the booklet shows 
diagrams and gives detailed informa- 
tion on two types of machines most 
widely used with abrasive belts — the 
backstand unit, for work pieces which 
can be brought to the machine; and 
the swing grinder, used when the 
machine must be taken to large pieces. 

Also shown are specialty items for 
weld grinding, such as abrasive bands, 
sleeves and cartridge rolls. Special 
features of the booklet are charts of 
specific recommendations for grinding 
different types of welds, which give 


the type of disc or belt and the 
proper grit size — to be used in each 
case, 


Plating Equipment 


The Udylite Corporation, Dept. MF, 
Detroit 11, Mich. 


A 24-page general catalog pictures 
and describes a complete line of 
platers’ equipment. Full automatic plat- 
ing machines included are: return 
types, straight lines, rotarys and jun- 
iors. Barrel plating equipment and 
accessories are included as well as 
electrical equipment, filters, dryers and 
a listing of processes and supplies. 


Controls for Liquids and Gases 


Simplex Valve & Meter Co., Dept. 
MF, 68th and Upland Sts., Philadelphia 
42, Penna. 


A greatly revised edition of the 
handy general catalog of measuring 
and control equipment supersedes an 
earlier volume produced in 1950. 
Brought up-to-date and completely re- 
vised, it presents a compilation of 36 
information-packed pages, all valuable 
to operating and supervisory plant 
personnel. 

Bulletin 004 lists all Simplex equip- 
ment for the measurement and con- 
trol of liquids and gases. Illustrated 
are many types of controllers, gauges, 
manometers, recorders, meters, valves, 
Venturi tubes, etc., all applicable for 
water and sewage works, power and 
processing industries. 


Airless Blast Machine 


American Wheelabrator & Equip. 
Corp., Dept. MF, 1150 South Byrkit 
St., Mishawaka, Ind. 


Describing specifically the 114 cu. 
ft. capacity Tumblast model in the 
company’s line of airless blasting 





METAL FINISHING, 


machines, booklet No. B 
describes in general the a 
the airless blast cleaning | 

A section of the bulletin ist 
with installation views. T} 
of the machine is explain: 
pictures of typical parts | 
it are shown. Complete e| 
mechanical specifications 
Case histories are included. h ee 
the type of performance | 
expected from this unit. | 
makes mention of 7 oth 
serve a wide range of indust; 
quirements. 


Plastisols Bulletin 


United Chromium, Inc.. Dept. \ 
100 E. 42 Street, New York 17. \.) 


A four page bulletin, VP-1. has jys 
been released, describing the unigy 
combination of physical and chemical 
properties offered by Unichrome plasti 
sol compounds. Used for coating, casi 
ing, or molding, these versatile yiny| 
compounds open entirely new fields 
the engineer, designer, product finishe; 
and architect. Series 4000 and 530i) 
plastisol compounds produce coatings 
or moldings combining the best fea. 
tures of chemically inert vinyl plastics 
and rubber. 


Protective Coatings 
Industrial Metal Protectives, Inc., Dep! 


UF, 424 Homestead Ave., Dayton | 
Ohio. 


Not all corrosion problems ar 
identical, therefore, any single pro- 
tective coating cannot be expected to 
provide the solution to all corrosion 
problems. To help determine the type 
of coating best suited to a_ particular 
corrosion problem, the above firm has 
published a comparison chart of its 
twelve Zincilate protective coatings. 

The chart gives complete informa. 
tion on the resistance of each finished 
coating to abrasion, acids, chemicals. 
corrosion, gasoline, oils and greases. 
salt water, fresh cold water, fresh hot 
water, dry temperatures and fire. In 
formation on coverage, weight. adhe: 
sion, flexibility, surface preparation. 
mixing, application and drying is fu! 
nished in tabular form for easy con 
parison. 


Abrasive Blasting 


The Cro-Plate Co., Inc., D: VF. 
747 Windsor St., Hartford 5, Conn. 


The above firm announces the pub 
lication of a new fully illustra'ed © 
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.oklet describing in detail their 


Regu r Velocity and High Velocity 
Pre e Blasting process and its ap- 
plications in the field of deburring. 
cle ». scale removal. etc. Also de- 
eriped is the full range of available 


m | and automatic units. 


(Corrosion Resisting Coatings 
and Linings 


Carboline Co., Dept. MF, 331 
Thornton Ave., St. Louis 19, Mo. 


[he first attempt in commercial lit- 
erature to define the serviceability, 
cost and life of each material in a line 
of corrosion resisting coatings has 
been made in Bulletin No. 100 pub- 


lished by the above company. 


[his bulletin places corrosive ser- | 
vice conditions in broad classifications, | 


defines the products in general terms, 
and estimates the life of the product 
in each corrosive condition — or states 
flatly “Not Recommended.” 

The bulletin is a 
sheet for the specification or mainte- 
nance engineers who are bewildered 
by claims and counterclaims of coat- 
ing and resin manufacturers. The 
practical limitations of each material 
are made clear by tabulated data. The 
value of the tabulation is 
hy the fact that company products in- 
ciude phenolics, furans, 
vinyls, rubber base resins and epoxies. 


reference data 


enhanced 


neoprenes, 


Job Polishing Facilities 


American Buffing and Polishing Co., 


Dept. MF, 525 West 76th St., Chicago | 


20, Ill. 


The above firm, which specializes 


exclusively in automatic custom finish- | 


ing, has published an 


illustrated | 


brochure describing its facilities for | 
high-volume production buffing, pol- | 


ishing and deburring. Included are 


photographs of the company’s elec- | 
tronically-controlled machines for cus- | 


tom finishing metal, plastic or rubber 
products of a wide variety of sizes and 
shapes. 


Diatomite Filters 


Graver Water Conditioning Co., 
Dept. MF, 216 West 14th St., New 
York 11, N. Y. 


How filtration of water, or other 
liquids for industrial use can be ob- 
tained simply, economically, and effi- 
ciently by means of diatomite filters 
is described in Bulletin WC-115, just 
published by the above company. 

lext, photographs, and schematic 
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Get your anodes 
from one source 


Federated Metals has them all: 


Lead ( including our famous Conducta-Core anode) 


Cadmium Copper 
Zine Tin 
Brass Tin-Lead 


All conventional sizes and shapes can be supplied. Good 


service, too, from specialized distributors in your area. 
Write for complete 8-page color catalog 


which gives full data on all anodes in the 


Federated line. A worthwhile reference piece. 









Federated Metals Division 


AMERICAN SMELTING AND REFINING COMPANY 
120 BROADWAY, NEW YORK 5, N.Y. 
In Canada: Federated Metals Canada, Ltd., Toronto and Montreal 


Aluminum, Magnesium, Babbitts, Brass, Bronze, Anodes, Zinc Dust, 
Die Casting Metals, Lead and Lead Products, Solders, Type Metals 
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POCKET HANDI- GAGE 











heaters, condensate cook silt; 
water heaters for large si ' 
tank heating units, straight 
heaters, tanks with heating 
verters and large size wate; 
various types. 


Uses of Organic Aci: 
Metal Finishing 
Technical Service Dy I ‘a 
Phzer & Co., Inc., Dept F. 
Bartlett St., Brooklyn 6, N. 








A MAGNETIC THICKNESS TESTER FOR ELECTRODEPOSITED 
HOT DIPPED OR PAINTED COATINGS ON STEEL 
esis thicknesses from 0.0001 to 0.015 inch. | 





















diagrams show typical arrangements 
of diatomite filters and explain how 
the liquid to be treated is passed 
through a filtering medium consisting 
of a form of silica known as diatoma- 
ceous earth. The result is a very high 
degree of clarification. 

Diatomite filters are employed to 
remove oil from boiler feedwater and 
condensate, to clarify moderately tur- 
bid process water, and to purify drink- 
ing water supplies. 

The bulletin notes the 50% to 70% 
space savings virtue of the diatomite 
filter over sand or anthrafilt filters of 
the same capacity, leading to lower 
building and installation costs. Besides 
yielding water free of all turbidity 
and all known micro-organisms, the 


Each individual gage is separately calibrated | 
to National Bureau of Standards thickness | 
plates, resulting in an accuracy to 10% for | 
thicknesses over 0.0002 
use as an automobile tire gage, the Pocket 
Handi-Gage may be used on the production | 
line or in the laboratory. It’s perfect for use 
as a “Go, No-Go”’ 
ing tank or spray booth. 


inch. As simple to | 


thickness gage at the plat- 


No Bigger Than A Fountain 
Pen, But What A Job It Does! 


Tests brass, cadmium, copper, 
lead, nickel, silver, tin, zine, 
lead-tin and zine-tin alloys, hot- 
dipped tin and zinc, paint, plas- 
tic laminations, enamel and lae- 
quer on steel and other magnetic 
metals. Gives results in SECONDS. 
Especially adapted for hard- to. | 
reach areas. Comes in a pocket- | 
sized case complete with magnets | 
for various thickness ranges. | 


59 E. 4TH STREET | 
NEW YORK 3, N.Y. | 


F, WALAL vs 


diatomite filters save up to 50% in 
wash water over sand or anthrafilt 
filters, according to the bulletin. 

The new bulletin includes a rapid 
fill-in specification form for diatomite 
filters which will enable engineers to 
conveniently list requirements. 


Heat Exchangers 


Dept. MF, 137 
Providence 3, R. I. 


Taco Heaters. Inc.., 
South St., 


Publication is announced of a new 
thirty-six page catalogue covering a 
complete line of commercial and in- 
dustrial heat exchangers. 

Included in this publication, Form 
533012, will be found capacities, sizes, 
dimensions and weights of fuel oil 
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A new technical bulletin o 


of citric, gluconic, tartaric and oxalj 
acids and their salts in th ining 
polishing and plating of metals has 
just been issued. 

The booklet, seventeen pages 


length including bibliography, ¢o; 
tains discussions of metal cleaning. 
electropickling, rust and scale removal. 
electrodeposition and polishing. noy 
electrolytic deposition, and othe: pro: 
cesses. 

Aside from the acids themselves. 
uses of the following salts are re. 
viewed: sodium citrate, 
citrate, sodium gluconate, ammonium 
oxalate, tartar emetic, Rochelle salt. 
and cream of tartar. 


ammonium 


Demineralization Bulletin 


Graver Water Conditioning (o., 
Dept. MF, 216 W. 14th St., New York 
a7, re. 


The most comprehensive editorial 
treatment ever accorded the subject of 
demineralization in a company pubii- 
cation is contained in a new, 24-pag: 
Bulletin WC-111. Chemical and me- 
chanical factors entering into the de. 
sign and operation of demineralizing 
plants for obtaining the highest quality 
process water and boiler feedwater 
from a wide range of water supplies 
and under many different operating 
conditions are fully explained. 





A comparison of costs per 1,(00 gal- 
lons of treated water supply is made 
between single and triple effect evapo- 
rators, vapor compression stills, and 
demineralization. It is shown that the 
total cost of demineralized water wil! 
in most cases be 10% to 50% of the 
cost of distilled water. 


Of special value to readers is a sec- 
tion concerned with estimating che! 
ical operating costs of various (e! 
eralizing systems. Costs in cents pe! 
1,000 gallons net water to service cal! 
be read directly off an easy-to-under 
stand curve, using information ¢erived 
from chemical conversion tables and 
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, sir ple procedure which is outlined. 

V.;ious types of cation and anion 
ge resins together with acids 
and olkali regenerants are described. 
Drawings show sequence of steps in 
the operating and regenerating cycle 
of multi-bed and mixed bed demineral- 
int Acid and alkali storage and 
handling recommended for regenera- 
ting systems are shown in several line 
drawings. 

[he proper types of piping and fit- 
tings in a demineralizing plant, from 
the standpoint of avoiding deteriora- 
tion and operating problems due to 
the products of corrosion, are indi- 
cated in a chart listing different mate- 
rials of construction at different points 
in the system. 


REFERENCES 
Plating on Lead Alloys, Pewter 
and Brittania 


excl 


Mr. Joseph Haas has requested that 
ihe following list of literature refer- 
ences be published for the benefit of 
readers who desire to more fully ex- 
plore the subject matter of his article 
in the April issue of METAL FINISHING 


entitled, “Plating on Lead Alloys, 
Pewter and Brittania.” 
1. The Electroplating on Lead- 


Antimony Alloys. Walter R. Meyer 
and Clarence C. Helmle. Monthly Re- 
view — Bridgeport Convention, 1935. 

2. Application of Fluoboric Acid 
in Metal Finishing. Publication of 
General Chemical Division. 

3. Nickel Plating from a Fluobor- 
ate Bath. Roehl and Wesley, Plating, 
February, 1950. 

4. Nickel Plating from a Fluobor- 


ate Solution. Struyk and Carlson, 


Plating, December, 1950. 





AMERICAN ELECTROPLATERS’ 
SOCIETY 


Los Angeles Branch 


With Clyde Kelly of Chicago, sec- 
ond vice-president of the Supreme So- 
ciety, as guest of honor, Los Angeles 
Branch of the American Electro-Plat- 
ers Society held its monthly meeting 
at Rodger Young Auditorium on the 
night of April 14 with 70 members 
and guests in attendance. 

Mr. Kelly, who operates National 
Plating Co., Inc., and Superior Plat- 
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YOUR 


CORROSION COSTS...LOOK TO THESE 
SOLID PLASTIC FABRICATIONS 





Heil Corrosion Engineers have a proven record of years 
of experience in fabricating both rigid and elastic types 
of plastics. With experience of over a quarter of a century 
in the design and manufacture of chemical process equip- 


Typical Rigidon Solid Plastic 
Hood and Duct Sections. 





CHEMICAL - PROOF 


LININGS - TANKS 
HEATERS 
PLASTICS 


for Bulletin 752, 
7 Poy: F 16 4O8 
complete infor- 


mation on Solid 
Plastics. 


a 


ing Co. in Chicago, visited Los Angeles 
Branch as part of an official west coast 
tour. He met with San _ Francisco 
A.E.S. Branch on April 15 and Port- 
land, Ore., Branch the following week. 
He also conferred with plating indus- 
try leaders in Salt Lake City, Utah, 
and Seattle, Wash., to 
whether the finishing 
ihose areas are of sufficient stature to 
warrant the founding of A.E.S. 
branches. His findings were to be 


ascertain 
industries in 


reported to the Supreme executive 
board upon his return to Chicago. 
He complimented Los Angeles 
Branch on having attained the highest 
membership total in its history (284) 
as a result of a membership campaign 
completed in March, and on record- 
ing the largest percentage gain. He 
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ment, Heil Engineers can offer this 
exclusive know-how to their wide 
range of customers. Continuous labo- 
ratory corrosion tests as well as scien- 
tific studies of methods are carried out 
for the following types of materials: 


RIGIDON — Glass Reinforced Plastic 
RIGIVIN — Rigid Vinyl Fabrications 
RIGIDENE — Polyethylene Type Fabrications 





¢orepormatTioeonk 
Clevetend 11, Chie 


Consider Solid Plastics for: Complete Ventilating Systems 
Structural Parts + Tank Covers + Splash Shields 


explained some of the operational 
procedures of the Supreme Society. 
and also revealed that he has under 
consideration for submission to the 
Supreme Society an amendment to 
the by-laws whereby the functions of 
the present educational committee 
would be assigned to the educational 
board which directs the affairs of 
Plating, the A.E.S. official publication. 

The technical speaker at the April 
14 meeting was R. F. Ledford of the 
Industrial Filter & Pump Mfg. Co.. 
Chicago, who is a member of the 
A.E.S. Led.- 
ford prefaced his talk on “Control and 
oom Wastes” 


with some comment on the research 


research committee. Mr. 
Treatment of Plating 


projects the committee now has under- 
way and others to be undertaken in 
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the He 
members not to hesitate to recommend 
projects for consideration by the com- 


future. urged Los Angeles 


mittee, which would welcome sugges- 
tions. 

The control of plating shop waste 
material is a vital one in nearly every 
section of the United States and Can- 
ada so that the by-products of finish- 
ing will not damage sewers or pollute 
streams, Mr. Ledford pointed out. 

The speaker dealt mainly with 
phases of the subject that pertain to 
what is now being done in the dis- 
posal of waste and what the future 
may hold in that respect. The quantity 
of the waste that must be disposed is 
always a factor in the ultimate dis- 
posal method, he declared. He recom- 
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mended that waste products always 
be reduced to the smallest possible 
volume; that improved drainage facili- 
ties in shops sometimes help to reduce 
drag-out, which creates waste; and 
that, in some instances, re-designing 
or re-location of equipment is practi- 
cal to assure better drainage and re- 
duce gas and spray hazards. Better 
types of rinses that will require smaller 
volumes of water, also 


were recom- 


mended. 


The most irksome problems in a 
plating shop revolve about the dis- 
posal of acid and alkali wastes, he 
said, stating that 600 million gallons 
of waste pickle liquid are discharged 
every year in sewers or elsewhere. 


Branch President G. Stewart Kren- 


METAL 


tel of the Hanson-Van Wink 


Co., presided over the busi: 
which was called to order a 


Five 


new 


members 


were 


Henry E. Duke, sales engi: 


L’Hommedieu Co.: 


Charl; 


foreman, California Rack ( 
E. Daniels, rackmaker. Mo 
ing Co.; William C. Thom 


engineer, Diversey Corp., S. 


Cal.; and Roy L. 
Plating 


Co. 


Guests 


Osbor 


intro 


Sergeant-at-arms Harold |} 


were Larry Hendis, Mefford (he 


Co., 


who is a 


member of 


Lansing (Mich.) Branch; Jo/ 
Udylite Corp., Detroit; W. ( 


California Technical Laboratories. 
Angeles; B. 


rector, Northwest Chemical ( 


F. Lewis, 


tech: 


ical dj. 


0. De- 


troit; and John W. Rowe, Nilenseste 
Mining & Mfg. Co., Los Angeles, 


William 


20 were given a vote of thanks fo; 


Nairne, 


chairman. 


ant 
George Hetz, co-chairman, and th 
members of the committee which dj. 
rected the staging of the Branch’s 
annual educational session on March 


the fine job they had performed. 


Waterbury Branch 


The regular monthly meeting of th 


Waterbury Branch was held on Apri 


8th 1954 in the Colonial Room of the 


Hotel Elton. After a dinner preceding 
the meeting, President Eddy thanked 
their 
cooperation during his tenure of offic 
He then introduced a veteran Wate 
bury member, Bill Starr, who installed 
the incumbent officers. 


the 


Perry Sloane, the new president. 
took over the meeting and introduced 
Ted Voyda, technical chairman, who 


and 


members 


for 


officers 


called on Dr. George Dubpernell {v1 


the 


book 


review. 
briefly described “Moderne Galvano- 
technik” by Machu. Translated. this 


Dr. Dub 


means Modern Electroplating. 
not up to the standard of 
“Modern Electroplating.” 

The speaker of the evening, 


cal 


Plati 


answer period, the quorum gave MI 

Prine a rising vote of thanks. 
William P. Innes 
Publicity Dire: 

Indianapolis Branch 

Radio Corporation of Ameria 1 
Indianapolis was host to the !ndian- 
apolis Branch on April 7th. | ort) 


FINISHING, 


talk entitled 
—f 


“Industrial 


June, 


perne: 


It 


Grav s 


i alter 
H. Prine, chemical engineer, |nterna 
tional Nickel Company, gave a techni- 
Nickel 
After a brief question 
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and 
the 
di- 
ch’s 
rch 


for 


Her 
na- 
nl- 
kel 

] 
nd 


Mr. 


mbers and guests attended and 
delicious dinner was served in the 

dining room. President Abra- 
lax. with the group’s permission, 
-ed with the usual form of busi- 
\s the branch is interested in 
.¢ the national convention here 
. future date, a representative of 
the Indianapolis Convention Bureau. 
\lr. Phillips, was present and gave 
very deciding facts to us. He told of 
the bureau’s work and definitely let 
ys know that Indianapolis can handle 
the convention. There is adequate 
hotel space, banquet rooms for 2,000 

r more, meeting rooms. exposition 
pace and lots of entertainment. A 
committee of Al Kriese, John Holland. 
lohn Hood and Ed Bruck was ap- 
yointed to work with the bureau and 
eport at the next meeting. 

The dinner-dance committees _re- 
ported details of the affair are being 
worked out. The ticket sale is the im- 
jortant part from now on. 

Mr. Mae gave some very interesting 
facts and information about the RCA 
plant before the record plant tour 
started. He stated that at least 85-90° 
of all RCA records are made locally. 
Tne plant is divided into three divi- 
sions. the home instrument division. 
the television assembly plant and the 
record manufacturing plant. The group 


| divided into smaller groups and, with 


a guide for each group, members were 
taken through the record plant. This 
also included the plating department 
and laboratories. Much was learned 
about this type of manufacturing and 


everyone was. interested and asked 
many questions. 
The meeting adjourned at 10:15 


p.m, 
Edna Rohrabaugh, 
Secretary 

Saginaw Valley Branch 

The April 14, 1954 meeting of the 
Saginaw Valley Branch was attended 
by seventy members and guests. The 
meeting, which was held in the Colo- 
nial Room of the Zehnder Hotel in 
Frankenmuth, Mich. was preceded by 
a delicious chicken dinner. 

Outgoing President. Manuel Ben 
opened the meeting and presented the 
chapter gavel to incoming President 
George H. Carter. President Carter’s 
first matter of business was the pres- 
entation of an engraved honorary 
gavel to Manuel Ben. 

The door prize, a casting rod do- 
nated by Richard MacAleer of For- 


max, was won by Francis J. Asselin of 
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Chevrolet-Bay City. Division of Gen- 
eral Motors Corp. 

irgil ] f Sabourin. proce ess engineer 
of the Saginaw Steering Gear Division 
of General Motors was suggested for 
membership and the motion carried. 

The topic for the 
“Treatment of Plating Waste 
and Small.” presented by George A. 


evening was 


Large 


VcBride, district salesman and engi- 
neer. Infileo Company. 
The meeting was concluded after an 
interesting series of sports movies. 
Donald R. Malthaner, 
Recording Secretary 


Buffalo Branch 


At the Buffalo Branch meeting on 
April 2, 1954, the Summer picnic was 


1954 


planned for Saturday, Aug. 14, and the 
educational dance was 
planned for Saturday, October 2. 

Three new members were intro- 
duced, John R. Boylan. Richard D. 
Taylor. and S. Bi Vartin. 


The program 


session and 


consisted of two 
movies: “Miracles in Painting” a story 
of the development and use of electro- 
static paintitng, by Ransburg Electro- 
coating Corp. and “The duPont Story” 
a resume of the history of E. I. duPont 
de Nemours & Co. i 

Eric G. 


Secretary 


Sampson, Jr., 


Grand Rapids Branch 


The April Oth meeting of the Grand 
Rapids Branch was officer installation 
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officers for their fine work during the Green, and 


incoming officers, he turned the meet- Rothe. 


aie . 
. side lect, Carl E. 
ing over to President Elect, Carl E a 









Yhouse with the Past President’s pin. ‘ 
Co 








Carl Green is the Director of Plating 
















Librarian: Tom Henner. 

Asst. Librarian: Fred Szczepanik. 

Board of Manager: Wallace Reed, 
Keith Yhouse, Jack Hanney. 

Richard Watson was _ appointed 
chairman of the Research Committee, 
Carl Green incoming president, ex- 
pressed confidence that the branch 


Brewing Co. 






night. After the usual excellent meal would continue to grow and expressed Waterbury Branch 
at Finger’s Restaurant, retiring presi- the wish that each member would try 
dent Keith Yhouse gave a report of — to bring into the branch one new 
the past year. Membership stood at member during the coming year. Mr. 
167 members. However, the treasury Green appointed the following dele- 
is still in good order because of former gates to the 
lush years. Mr. Yhouse thanked all Jack Hanney, 


National Convention: 
James Badaluco, Carl 
alternates: Maurice 
past year and with good wishes to the Caldwell, Donald Schantz, and Russel 


member was voted in, 
Green who in turn presented Mr. py ood McCune of the 


Laboratory at the Jervis Corp. in Retiring librarian, Lyman Sperry, 
Crendvilie: introduced the speaker of the evening, 
. ° “x S ” 7 . > > 
New officers for the coming year Thomas E. Walsh, manager of the 
1954-1955, are the following: Kent County Airport, who spoke on 
Presidents Cart EF. Grén. the true story of the King of Beaver 
Vice-President: Perry Burham.  |sland under the title, “King Strang.” 
2nd. Vice-President: Ken Hampel. Mr. Walsh advocated this island as yeencio, T. Eddy 
Secretary: John Dykstra. an ideal spot to spend a vacation, be- The Waterbury Branch, backed }y 
Treasurer: Robert Blackford. cause of its restful atmosphere. many outside this particular branch, 


concluded with a 
showing of a movie on a hunting ex- 
pedition in Africa. . . 
through the courtesy of the Pfiefer According to. a series of propos 


The evening 


Kenneth Hampel. would bring to the important duties a 
Publicity Chairman number of values. Included in. his 













Dexter Lock 





is proposing Francis T. Eddy, of Chas 
Brass and Copper Co. for the Third 
This ie a Vice Presidency of the Society. 

is was shown 
letters sent to the various members and 
delegates of the Society, Mr. Edd) 
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rative services are these: 


adm! 


has just completed his term 
ient of Waterbury Branch. 


gi) 1 


as ys . Tr 
b is serving as chairman of The 
Nation il Paper Awards Committee. 
c. has served as general chair- 
mal the New England Regional 
; Mee 4 


\,. Eddy has had about 16 years 
nce in research, production and 
administrative work, all in connection 
with the plating and finishing of metals. 
He has recently delivered a paper 
before several Branches on “Plating 
Room Organization,” a subject with 
which he is thoroughly familiar as the 
result of his nine years service with 
Chase. At the New York Convention, 
he will act as chairman for one of the 


expe! 


technical sessions. 
Waterbury Branch 


The regular monthly meeting of the 
Waterbury Branch was held May 13, 
1954 in the Colonial Room of the 
Hotel Elton. After a dinner preceding 
the meeting, President Perry Sloane 
opened the meeting promptly at 8:00 
P.M. A motion was made and carried 

' that for the 1954-55 period the regu- 
lar branch business meeting be held 
at 7:00-8:00 P.M. preceding the regu- 
lar monthly technical program. A din- 
ner from 6:00-7:00 P.M. will precede 

| the business meeting. 

Chicago Branch 

On April 9, 1954 about 100 Chicago 
Branch members and their ladies 
gathered at the Fireside Restaurant for 

| the Annual Ladies’ Night meeting. Out- 

| standing features of the meeting were: 
an excellent dinner, installation of off- 

i cers for the coming year, a movie and 
last, but not least, door prizes and 
favors for the ladies. 

After dinner the regular branch busi- 
ness was transacted. The chief activity 
was the election of the following new 


/ members: Harry F. Reilly of the Belke 


| Mfg. Co., Carl Tamboli of the National 
Plating Co., Tony Castle of The Dole 
| Valve Co., George W. Eggar of Udylite 


| Corp., Fichard W. Landon of the Gen- 


eral American Transportation Co. and 


| Ralph E. Miller of Lake Shore Elec- 
' trotype Co, Following the election of 
| new members, the officers for last year 


| gave their reports. Next, the installation 
| of officers for the coming year took 
place. This function was ably per- 


"formed by Clyde Kelly. 


After the induction of officers, the 


group saw the movie, “Dust or Des- 
) ny,” a very interesting and informa- 


Whatever your D.C. requirement.... 


THERE IS A 






operation. 


Feature by feature, 


your operation. 


Conservatively 


costs. 


Arc-eliminating voltage controls protect and leng- 


Best suited 
to your particular 


Ther Plating Rectifiers are 
job-rcted to give you the most in D.C. power for 


rated premium quality 
stacks deliver D.C. at peak efficiency to cut pro- 
cuction time to a minimum and save on power 






selenium 






Ther i2 v 
Rectifier 


5000 amp. Self-Contained 


then service life of components and equipment 


Copper conductors and bus bars are used through- 
out to provide maximum conductance and resist- 


ance to corrosion. 


Fully enclosed ball-bearing fan motors are in- 


corporated in all units. 


Vacuum cooling, proven in practice as the most 
effective means of producing uniform air distribu- 


tion. 


Models are available as either 5% or 18% ripple, 
depending on which is most suited to your opera- 


tion. 


RESULT: HIGH EFFICIENCY, LONG LIFE AND 


TROUBLE-FREE OPERATION. 


Ther Rectifiers for plating or anodizing are available in a 
complete line in sizes ranging from 6 to 50 v. at from 25 t 
30,000 amps, with self-contained or remote controls, either 


manual or automatic 


Contact Ther for your specific needs in plating power. Re- 
quest new Bulletin 5500 containing 
important data on rectifier arrange- 
ments and valuable installation hints 


19 South Jefferson Street . 





Ther also manufactures Bench Model 
Rectifiers. All models are drip-proof in 
construction, convection cooled and com- 
plete with stepless variable voltage con- 
trol. Sizes range from 25 to 250 amps 
6 ¥ 150 amp. unit shown 













ESTABLISHED 1915 
Chicago 6, Illinois 





tive film which detailed and depicted 
some aspects of living things in dra- 
matic fashion. 

Last, but far from least, each lady 
attending received an artificial flower 
as a memento of the meeting. Five 
“Lucky” 
each consisting of an orchid and a 
gift certificate. The lucky ladies were: 
Mrs. R. E. Harr, Mrs. R. Walworth, 
Mrs. Elsie Curry, Mrs. E. Wahlen and 
Mrs. Josephine Petrosius. Drawing for 
the prizes was done by Mrs. Longfield 
and Mrs. Gilbertson. 

The branch would like to extend its 
especial thanks to Miss Eileen Drews 
of The Western Electric Company who 
handled the ladies activities for the 
evening so well. 

J. Kuderna, Publicity Chairman 


ladies received door prizes, 
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Cincinnati Branch 


The meeting was called to order by 
President Truman at 7:45 P.M. with 


33 members and guests present. 


\ movie entitled “Polvester for 


Prescription” was shown. This movie 


showed the manufacture of resin 


bonded fiber glass products. 


A discussion was held concerning 
the possibility of having the National 
Convention in Cincinnati in 1958 or 
as soon thereafter as possible. Presi- 


asked if Boston had 


made a bid for the National Conven- 


dent Truman 
tion. Ezra Blount stated that no such 


statements had been made by the 


Boston Branch at the interim meeting 
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in Toronto. Secretary Young read 
letters from the Mayor, the Conven- 
tion Bureau and the Hotels Associa- 
tion of Cincinnati inviting the A.E.S. 
to hold their National Convention in 
Cincinnati and offering their coopera- 
tion in the handling of the Convention. 

Will Loveless moved that the repre- 
sentatives who visited other branches 
on behalf of the Tri-State Regional 
Meeting should present an expense 
account and be reimbursed for their 
expenses. Motion was seconded and 
carried, 

Young presented the following ap- 
plications for membership: 

Thomas A. McCammon, Roger E. 
Winterman, Robert Brown Preston, 
Harold FE. Sigwell, and Edmund C. 
Huxley. 

All five applicants were seated in 
as members of the Cincinnati Branch. 

President Truman introduced Dr. H. 
J. Wiesner of the Bendix Aviation 
Corp. as the speaker of the evening. 

Dr. Wiesner gave a very interesting 
and informative talk on “Stresses in 
Electro Deposits” telling of the work 
done by others in the ascertaining and 
measuring of the stresses and of the 


work done by him and his associates, 
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and chip grader, hoist pans, 
chip pans, wash-out doors, 
screens, chip bins, unload- 
ing boots, dip tanks. 





especially in rhodium deposits. Dr. 
Wiesner’s talk was augmented by the 
use of slides and he presented and 
explained the use of the Spiral Con- 
tractometer in measuring stresses. A 
discussion was held on the cause and 
the relieving of stresses in plated de- 
posits and he mentioned that the super- 
imposition of A.C. on direct current 
relieves stresses and that occlusions 
can be responsible for high stresses. 
Dr. Wiesner was given a vote of 
thanks for his interesting talk. Gordon 
T. Speers gave the treasury report, and 
Aubrey Holt reported the results of 
the balloting for officers as follows: 

President—William D. Gordon. 

Ist Vice-President—Charles R. Sor- 
ber. 

2nd_ Vice-President Robert K. 
Rarick. 

Librarian—W, Wilson 

Board of Managers 
Charles E. Foertmeyer. 

Secretary—L. J. Howald. 

Treasurer—-Gordon T. Speers. 


Loveless. 
3-year-term 


President Truman announced that 
the incoming president would appoint 
a delegate to replace E. A. Blount who 
had to business 


resign because of 


reasons. Mr. Loveless reported on the 


carries a lot 






of weight 


BUY WISELY 
BUY UDYLITE 
PLATING SUPPLIES 





THE 


The Udylite pound 








Tri-State 
thanked everyone for th 
was decided that the » 


Regional 


from the Tri-State Ann) eetin 
be put in a savings accour: \Jow 


adjourned at 9:40 P.M. 
The following Social 
sponsored by The Detrex ( 

W illiar 


secret 


Hartford Branch 


The regular branch mm 


held at the Bond Hotel on April joy 


and about 73 members a 
were present. Preceding the jcc; 
colored movie entitled “\ie) 
was shown. 


The guest speaker for th 


was Jack Swift, president of the Syif 


Industrial Chemical Co., whose <,| 
ject was “What the Plater S| 
Know About Metaliurgy.” 

Mr. Swift spoke briefly 
metallurgy describing the composi! 
of steel: how it is made such as | 
electric furnace method, basi: 
hearth, Bessemer process. etc.: equiy 


ment used to test steel was describe, 


(Ro kwe 


tensile test 


such as hardness testers 
Brinell, Tukon. ete.). 
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lany photomicrographs were 


a illustrating steel with various 
heat ‘reatments and also steel with 
S ariov- defects such as pipes, seams, 
heat ‘reating cracks, ete. Harold A. 
Kah was the technical chairman 
for the evening. 

Th following were installed by 
{rthur Logozzo to serve for the com- 
ng vear. 


President—Eugene Dowling. 
First Vice-President—Joseph Mcln- 
erney. 

Second Vice-President—George Co- 
omble. 

Secretary—Stanley Platoz. 


freasurer—Stuart Begg. 





Educational Advisor—Harry Sand- 


ers. 

Educational Committee W alter 
{cker. chairman: Bernard Cohen, Ar- 
nold Johnson and Thomas McFarlane. 

Board of Managers—Julie Madzik, 
Ralph Chase, Ralph McCahan and 
Emile Beloin. 

Stanley Platoz, 
Secretary 


Jackson-Lansing Branch 


The regular April meeting of the 
Jackson-Lansing Branch was held 
April 13, at the Porter Hotel Lan- 
sing, Mich. A southern fried chicken 
dinner, with seconds and trimmings 
for all left the group in excellent con- 
dition to conduct the annual business 
meeting. Officer's report indicates the 
branch is stronger than for some time. 
Prospects for increased membership 
are excellent and plans to increase 
same were discussed. 

Financially the branch is outstand- 
ingly good. Plans were finalized to 
participate with an exhibit at the New 
York National Convention, and after 
a discussion of branch business the 
following officers were elected for the 
ensuing year: 

President: Fred Stuckenberg. 

Ist Vice-President: Robert Thebaud. 

2nd Vice-President: Ray Carter. 

3rd Vice-President: K. Haworth. 

Sec. Treasurer: E. J. Bosca. 
Librarian: F. Youngs. 

Assoc. Librarian: L. Reiman. 

Directors: Dr. E. T. Ewing, Harold 
Marsh. R. W. Redmond, U. Forsyth, 
Wm. Mogle. 











PACO 


QUALITY 















12°x12"x12” PACO built wide mesh 
woven wire basket. Tin coated for 
food products. Sturdily constructed. 


If your requirements demand the best—specify PACO. We 
build in wire mesh or perforated metal, in Monel, chrome, 


nickel, brass, aluminum or stainless steel. Stock baskets avail- 
able for immediate delivery. Estimates promptly furnished. 


PLATING ACCESSORY CO. Phone: LAwndale 1-6969 


4372 WEST OGDEN AVE. . 


METAL FINISHING. 


PACO built anode, dipping 
and utility baskets, con- 
veyor line accessories, 
tanks, racks and fixtures 
have a reputation for stur- 
diness and durability. Built 
to your specifications in all 
shapes and sizes. 


18”x18"x36" perforated 
Monel pickling basket 
built to client’s order 
for heavy duty. 





Chicago 23, Illinois 


June. 
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500 Amperes Unit 


1-7 Volt Drop 


INQUIRIES INVITED 
Some DistripuTOR TERRITORIES 


Ric hard Boos. 


S. Woodruff. 


Publicity: 
Research: G. 


With the completion of discussions 
and business the meeting was ad- 


journed. 


ta H Redmond. 
Publicity 


New York Branch 


Peter L. Veit Addresses 
Brooklyn Tech. Students 


Peter L. Veit. librarian of the New 
York Branch of the American Electro- 
platers Society, addressed the 
of the joint classes of th 
ing course conducted by Louts 
at the Brooklyn Technical 
High School. as me 
February 24, 1954. Mr. 
Hull Cell studies on “wes nickel and 
zinc plating baths. Using 


members 
electroplat- 
Serota 
kvening 
lecturer, on 


elt spoke on 


panels col 
lected for a period of over a year, he 
was able to show the value of these 
cell studies as an effective control tool 
for tank operation. The tests served 
beth as quantitative as well as qualita- 
tive indicators for brightener require- 


ments and the presence of impurities, 


YOU CAN’T MAKE 
A BETTER BUY! 


PESCO 


TANK RHEOSTATS 





Complete $96.65 
Over 2.314 tried, proven and accepted 
by users of this nichrome wire rheo- 

stat should make it your choice. 


0-2000 Amperes 


AVAILABLE 


METAL FINISHING 
MANUFACTURING CORP. 


89 NORTH 11TH STREET 
ENGINEERING FINISHING EQUIPMENT 


for almost 20 years 


SERVICING THE INDUSTRY FOR 35 YEARS 


BROOKLYN LI, 


147 


eeserne tm 





Mr. Veit stressed the importance of 
studies as a supplement to analytical 


tank control, especially when the pan- 
els are properly filed and indexed. The 


(Photo by Frank 
lecture was well received 


attending. 








Indianapolis Branch 


Forty members and guests attended 
the May 5. 1954 meeting at Fox Steak 
House. Out of town guests included 
Philip Smith of the Detroit Branch. 
{braham Max, president, presided at 
the meeting. The secretary's report 
was read and corrected in a motion by 
Shockley and 


Quentin seconded by 


Lowell Fisher. Final reports on the 
plans for the dinner-dance were given 
and all details have been worked out. 

Al Kriese, chairman of a committee 
to investigate for a national A.E.S. 
convention gave a fine report. He re- 
ported the five fundamental items as 
necessary for a convention. They are 
hotel space, place of sufficient capacity 
for banquets and dances, meeting place 


of suitable size, arranging 
senting of program and a: 
There 


hotels in 


willing workers. 
rooms in 
Indianapolis. The Indiana Roof cap 
seat 2,000 for a banquet and the Murat 
Temple 2,500. As for a meeting pla 
the Indiana Roof can seat 4.000 and 
Murat Temple 2,500. About the ep. 
tertainment and there is ti 


seven 


tours, 








DANIELS UTILITY 
BATCH PLATER 


ent , 
An Improver Pipe Coils 





@ For use in the heating or cooling of solutions for plat- 
ing, degreasing, metal washing, bonderizing, etc. 
New multiple DANIELS PLATING BARREL unit de- 


signed to handle small lots of work economically. Unit 
consists of a multiple of small size barrels, each inde- 
pendent of the other. Individual removable tanks. 
Cylinders allow plater a wide range of cleaning, pickling 
and plating applications. 

Send for complete details on this and other plating 
equipment. 


These engineered, scientifically designed heat exchang- 
ers provide performance that can be definitely anticipated 
They are low in first cost . . . light weight . . . easily re- 
placed . . . simple to clean. Available in special shapes 
such as ‘‘U’s’’, “L’s” and cylinders . . . and a wide rang 
of materials, including iron, stainless steel, monel a 
other special alloys. 


SEND FOR FREE BULLETIN GIVING FACTS AND PRICES 
Address Dept. MF 
Manufacturers Representatives Wanted 
Choice territories now open. Write for detail 


THERMO-PANEL 


DIVISION 
DEAN PRODUCTS, INC. «+ 616 Franklin Ave., Brooklyn 29,N.’. 
STerling 9-5400 


DANIELS PLATING BARREL & SUPPLY CO. 


MANUFACTURERS aod DISTRIBUTORS 
Electroplating and Polishing Equipment and Supplies 
129 Oliver Street, Newark 5, N.J. © Tel. MArket 3-7450 


ETAL FINISHING. June. 








~s() Mile Speedway,”  iiverside The annual election was held and One thing about this type of program; 
{mu-ement Park, Indiana University the results were as follows: a member can present a problem that 
Med | Center, John Herron Art In- President: Elmer Lundberg. is of interest to him. These problems 
stitu and style shows. The branch Ist Vice-Pres.: Herbert Kennedy. are most always practical ones. Much 
mus! have a group of unselfish and 2nd Vice-Pres.: Bert Hawhee. participation followed which was very 
unticng willing workers to put over Secretary: Edna Rohrabaugh. gratifying. The new president. Mr. 
a vention, therefore a slip was Treasurer: Carl Niehaus (elected Lundberg. was presented and he 
pas d out to find out just who those last year for two years). thanked the group for electing him. 
people are. Two questions were asked. Librarian: Robert VanHouten. Refreshments were served and_ the 

One. whether the individual was in Board of Manager: John R. meeting adjourned at 10:00 P.M. 
favor of a convention in Indianapolis Vaughan, Frederick Anderson, John Edna Rohrbaugh, 

and the other, whether he will work Hood and Abraham Max. Secretary 

en a committee. The vote was much in John Holland, chairman of Paper : ; ; 

favor of the above two questions. Committee, reported that along with rae prem of 
| nder items of business. John Hood we additional members on this com- v alana omen , 
made a motion that the branch give mittee, Vello Arterburn and Loran _ The Vational Federation oj Veta! 
8100.00 to the research fund. This /@ve”s. they had been investigating Finishers has announced that its second 
was seconded by Mr. Shockley and possibilities of who might present a Management Seminar will be held on 
asi A letter ieee. sand tice, the paper to the publication “Plating. Tuesday, July 13, 1954 at the Statler 
sae chairman of the Cincinnati | be president suggested this committee Hotel, New York City. Phe Seminar is 
Regional meeting thanking all who be made a permanent committee and being held in conjunction with the 
id pre sttended from our branch. that it be their job to encourage this Annual Convention of the American 

work. “Doc” Max gave a few words of — Electroplaters’ Society. 

a oe [wo applications for membership thanks to all the members for their The program for the Seminar in 
400 were presented and these were voted past years’ cooperation and said it was cludes four sessions on topics of in 
vntown in a motion by Carl Niehaus and sec- pleasure to work with the officers terest to the management of job shops 
— — - one sa hin cathe and all who have been enthusiastic and —and_ finishing departments. These in- 
; plac. paces aca tiegpaliaaas vert KR. Myers, Fertect want to learn something about the so- clude talks on “Management of a Job 
00 and Circle Corp., Hagerstown. Ind. and ciety. Shop by, Louis Donroe, manager, 
he on. Edwin C. Brinson of Allison’s, 1111 The program was a general question Royal Plating Works, Newark, N. J. 
, Winton Avenue, Indianapolis. and answer session lead by Mr. Kriese. “The Future of the Plating Industry. 





3 REASONS FOR TIN PLATING YOUR PRODUCTS 


§AfED Flectrotinning For Many Years A Leading 
o 





Manufacturer and Chief Source 











USES LESS TIN 
than HOT DIPPING 
Approximately 60% less tin 
is used in Electro-tinning 
than in the Hot Dipping 
method—yet the finish pro- 
duced is superior. 


2) 


PROCESS IS FASTER, 
MORE ECONOMICAL 


Iron, steel, brass, copper and 
other metallic surfaces can 
be coated much more quickly 
—although equipment needed 
is simpler, less costly than 
older plating methods. 


FULL COVERAGE, 
PRECISE CONTROL 


Ample plating is assured 
even in deep_and odd shaped 
locations. Deposit thickness 
and quality can be accur- 
ately and easily gaged. 


of Supply to National Organizations 
throughout the Country 
Insist On The Best 
For Less 
BUY AMATEX 
BUFFS OF EVERY KIND 















Prompt Deliveries — Any Quantities 


Prepaid Shipments 











Write Us For Our Low Quotations 









METAL & THERMIT 
CORPORATION 


Chemical Division 


AMATEX BUFF COMPANY 
28 WEST THIRD STREET 








POO EAST 42nd STREET, NEW YORK 17, N. Y. NEW YORK 12. N. Y. 
ei _DETINNING © THERMIT WELDING + METALS & ALLOYS * ARC WELDING—Materials 2B ee 
‘ted Equipment > CHEMICALS AND ANODES | Cosipmnent * CHEMICALS AND ANODES for Electroplating » CERAMIC OPACIFIERS Tel. ORegon 7-1507 





HZERS for Plastics © TIN, ANTIMONY and ZIRCONIUM CHEMICALS 
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by Silvio C. Taormina, executive sec- 





retary, Masters’ Electro-Plating Asso- 
ciation, New York City; “Job Evalua- 
tion for the Finishing Industry,” by 
Kenneth J. Eaton, Associated Business 
Consultants, Chicago; and a discussion 
of “Labor Practices” by Ludwig Teller, 
attorney, New York City. 












































According to General Conference 
Chairman, Philip Ranno, president, Im- 
perial Plating Co., Brooklyn, N. Y., the 


Seminar is being sponsored by the 




















Federation as a service to the industry, 
and no charges are being made to those 
attending. Invitations to the event will 
be sent to owners and operators of 
job-shop finishing firms throughout the 
country, and to the managers of finish- 
ing departments of manufacturing 
firms. Attendance is limited to these 




































































groups. 

MASTERS’ ELECTRO-PLATING 
ASSOCIATION 

Philip Ranno, president of the 











Masters’ Electro-Plating Association 
of New York, has announced that the 
association. 




















direction of 
Committee Chairman John J. Forbath, 
Star Chromium Corp., New York, is 


under the 
































presenting an illuminated exhibit at 
the American Electroplaters’ Society 
Convention. The exhibit will show var- 
ious and unusual types of electroplated 
and allied finishes performed by mem- 
New York 
area. The exhibit, thirty-five feet in 
overall length. will be displayed 
among other exhibits on the mezza- 
nine floor of the Hotel Statler, N. Y. C. 

The Association is also undertaking 
a series of plant tours whereby job 
shop owners from other cities will 
have the opportunity to witness the 
production facilities and layouts of 
member companies. The association, 
affiliated with the 
National Federation of Metal Finish- 
ers, is developing these plans as an- 
other step in the direction of coopera- 
tive effort between job shop operators 
throughout the country. 


AMERICAN SOCIETY FOR 
METALS 


For the third consecutive year, the 
American Society for Metals has pub- 
lished a list of summer jobs for engi- 
neering and other technical students in 
U. S. engineering schools. 


ber firms in the Greater 


one of several 


While this summer employment ser- 


vice was originally intend 
vide job opportunities for s\ , 
dent members. the Societ 
all engineering students t 
of it if they wish. 

Despite current relaxatio 
manufacturing and produ 
the list contains over 1,50( 


Ke 


in various departments of 
production. 

According to W. H. 
ASM national secretary, th 
employment program was esi4})|js| 
as a direct aid to the indust: 
ing summer replacements and 
assistance to students who wa , 
neering experience and opportuni) 
to earn during their vacati 
studies. 

There is no charge to eithe; 


student or the employer for this sey. 


vice. 
The published list of job opportu 


ties is arranged by states so that suit 


able locations can be quickly chos 
by the prospective summer worker, 


American Institute of Chemists 


The American Institute of Chemists 
at its annual business meeting. held at 
10:00 a.m., May 13th, at the Berkeley. 

























TAILOR-MADE 


for 


CAKE, DIP AND SPRAY 
CEMENT AND THINNER 















Looking for a Better Finish? 


BUFFING AND POLISHING COMPOUNDS 


Aluminum, Brass, Copper, Stainless Steel, Carbon Steel, etc. 


for setting up wheels, belts and rolls. 


HARRISON & COMPANY, 
HAVERHILL, MASSACHUSETTS 














INC. | 























Where increased 
profit and better 
results are weighing 
in the balance 


BUY WISELY 
BUY UDYLITE 
PLATING SUPPLIES 









+ PILOT PLANT 





p 


a 


THE UDYLITE POUND 


+ CUSTOMER LABORATORY 


+ ELECTRICAL SERVICE 
+ MECHANICAL SERVICE 
+ RESEARCH CORPORATION 














MORE THAN A POUND 

































CROWN FULL AUTOMATICS 
BRIGHT FINISHER @ RHEOSTATS 
RECTIFIERS 
BUFFS e BUFF LATHES 
AUTOMATIC BUFFERS 
LEA GREASELESS @ HONITE 
TUMBLING BARRELS AND PROCESS 
UNICHROME e UCILON 
SEYMOUR BRIGHT NICKEL 
PROMETHUS COLD NICKEL 
PLATING RACKS 















W. M. Fotheringham 


975-81 NIAGARA ST., BUFFALO 13, N. Y. 
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Biienaiagence eer 


Hotel, Asbury Park, N. J.. 


the following new officers and 


Carte 


elect 
councilors: 

President-Elect (To take office in 
Mav 1956 and to serve for two years). 
Dr. kay P. Dinsmore, vice-president 

irge of research and develop- 
me The Goodyear Tire & Rubber 
Company. Akron 16, Ohio. 


Secretary (re-elected to serve for 
two-vear term), Dr. Lolyd Van Doren, 
chemical consultant, patent causes, 
Watson. Leavenworth, Kelton & Tag- 
gart. 100 Park Ave.. New York 17, 
ms 

freasurer (re-elected to serve for 
two-vear term). Dr. Frederick A. 
Hessel, commercial manager, Com- 
mercial Development Department, Gen- 
eral Aniline & Film Corporation, 435 
Hudson St.. New York, N. Y. 

For Councilors (to serve for three- 
year terms). Dr. Emil Ott. director of 
research, Hercules Powder Co., Wil- 
mington 99, Delaware; Dr. William 
|. Sparks, director, Standard Oil De- 
velopment Company, Linden, N. J.: 
and Dr. John R. Bowman, director of 
research. Department of Research in 


Physical Chemistry. Mellon Institute, 
Pittsburgh 13. Pa. 

Dr. Donald B. Keyes, New York 
representative, Arthur D. Little Com- 
pany. 420 Lexington Ave., New York. 
N. Y., succeeds retiring president Lin- 
coln T. Work, as president of the 
institute. for the two-vear term ending 
May, 1956. 


National Association of Corrosion 
Engineers 

Formation of technical groups at 
the local level has been urged for local 
sections of the National Association of 
Corrosion Engineers H. W. Schmidt, 
chairman of the association’s Techni- 
cal Practices Committee said these 
local groups will make it possible for 
many members to participate in tech- 
nical work who now cannot do so 
because they are unable to travel to 
attend regional or national committee 
meetings. 

Mr. Schmidt also cited the good 
work done by several NACE groups 
now functioning at the regional level 
as indicative of what can be achieved. 








NEW BOOK 











Laboratory Instruments 


By A. Elliott and J. Home Dickson. 
Published by The Chemical Publish- 
ing Co., Inc., 212 Fifth Ave. New 
York 10, N. Y. 1953. Price: $7.50. 


114 pages, including index. 


This book will be of interest to the 
research worker, who is often called 
upon to design and build his own 
instruments, especially of the optical 
type. Much information included is 
not to be found in books so that a 
guide is now available to supplement 
the researcher's college training in 
such things as glass working, the 
principles and applications of research 
photography and methods of construe- 
tion of various instruments. The book 
includes a chapter on preparation of 
drawings for workshop use. 





BOOKS ON FINISHING 
Send for List 
METAL FINISHING 
381 Broadway, Westwood, N. J. 




















DON’T BE FOOLED 
BY FALSE CLAIMS 


* 


FINE BUFFING COMPOUNDS 


ARE A COMBINATION OF 


THE BEST OF MATERIALS 
AND YEARS OF MANUFAC- 
TURING EXPERIENCE 


Roserts Rouce 
COMPAN Y 


STRATFORD, 


Originators of Micro-Lustre Finishers 


(A LONG TIME TO 
CONTINUE SUCCESSFULLY) 


Sinee 1881 





CONN. 


of your exhaust casing 
— investigate how Storts casing design facili- 





SRORTS 





Prepare for what happens 
inside the exhaust casing 


When fumes condense to liquid and liquids 
deposit corrosive sludge — look to the design 


also the fabrication 





tates inspection, cleaning and drainage — 
how Stortswelding assures long life utility and 
protects against crevice corrosion. 


38 Stone Street 
MERIDEN, CONN. 





Manufacturers of Welded Fabrications to Specification 
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Wyandotte Chemicals Adds sales office and will headquarter in laboratory. 


W. A. Mazan to Industrial Staff Toledo, Ohio. ; the U. 
Mr. Mazan is a graduate of the Uni- 


During his six years wit} 
S. Navy. he devoted two years 
to administrative and public relations 
activities. Mr. Mazan is a member of 
istry, has done metallurgical work at the American Society for Metals. th. 
Georgia Institute of Technology and 


Walter Albert Mazan has been added 
to the Industrial Department service 
staff of Wyandotte Chemicals Corp. He 
will be connected with the 


versity of Toledo, majored in chem- 


American Foundrymen’s Society and 


Cleveland has supervised a commercial metals converses in three foreign languages. 


ee 














—-Plating Racks you can 


u . ‘ 
g nu SPRA Gt adjust to the job 


BUFFIN 


Liquid buffing compoun | &, r 
since 1945 ‘ 

x nue 
I 


Cold flexible glve 
since 1937 


. prushinc nuGll 


Nuglu mixture 








Bl... 
Cogey 


Effect BIG Saving 


When Thinker Boy Racks for a ce! 
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Thinker Boy Racks are as- 
sembled from precoated 
members and tips. BELKE 
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hd COfen CO. 











5643 LAUDERDALE - DETROIT 9, MICH. 





Vac-Seal Assembly se 
exposed to the sol 


coating. 


Available as com 
assembled racks or p 














joints—only contact tips are 


Racks are easily disassem- 
bled without damage to 


ed rack members and tips. 


Send for literature. 


elas MFG. CO., 947 N. Cicero, Chicago 51. Il 
RICLR: 


tain job are no longer needed you can 
respace the members or disassemt 
and use the parts for other racks 
No added investment. Just « 
Thinker Boys when you buy racks 
Instead of ceilings cluttered with no 
longer needed racks, you'll soon 
a supply of Thinker Boy Parts 
able to assemble coated racks of » 
own design in a matter of mini 
Ask your BELKE Service Eng 


or write for details. 


als the 


ution. 


pletely 
recoat- 
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prove it pays to buy 
on performance 


.. Not price 



















. no denying it... the price paid ve x ‘ S Dy sf Y, (™ Cost-wise, production metal finishing 
. . . . { ° — 
for buffing and polishing materials is A \ ees ii | operators avoid this risk by using McAleer 
. ° ee | 4 | . . on 
a most important factor in determining i= S* ta ft Quality-Controlled compositions. They 
~ 


over-all metal finishing costs. Yet, all too know from experience that the “job-fitted” 


often, material that is lowest in price may characteristics of McAleer compounds in- 


prove most expensive in the long run. variably deliver a value far beyond pur- 


chase price. The value? Extra performance 


j 


The threat to the saVeStMent represented on the job, less waste, mimimizeda rejects, 





in time and material alone, to bring an 
important part to the point of polishing Rigid Laboratory Control 


| and/or buffing, makes it imperative that joa sat cs 
shipment of McAleer compositi 


increased work output and lower operat 


ing costs. 


sures # Orn 


you use a composition that is exactly Whether you use extruded, bar-form or 
“right” for your work. Rejections mean money and irre- spray compositions it will pay you to make a proof-of- 
trievable man-hours are lost —to say nothing of hov performance test of a McAleer composition that’s spe- 
unbalanced finishing output affects regular production cifically formulated to help you finish your job better, 
schedules. faster, at less cost. 


The way to better buffing and polishing for you can start with a phone call, wire or 
letter to McAleer. You make the start—we’ll take care of the finish. Let's do it NOW! 








M‘A leer MANUFACTURING CORP. 


101 S. WATERMAN AVE. x DETROIT 17, MICHIGAN 


Since 1923, Manufacturers 












of Quality-Controlled Metal Finishing Materials 
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Originally trained in th 
in Matawan, Gwyer has be: 
since joining the compa: 
equipment and conveyor 
neer working out of the ho, 
A native New Yorker. 
tended Seth Low Junior | o 
Brooklyn. He is a memb. 
American Electroplaters’ So 
























Detroit Branch 















4 " ; ie wil 
& et y Be The joint meeting of the Detroj aa 
\ “A < Branch and the Plating Institute 4; a 
al : Michigan was held on April 2. 195; lu 
. at the Hotel Statler. President [. , "7 
> Borchert opened the meeting at 8:2 if 
A P. M. with approximately 185 mey ot 
NL Seasee GC. Haus bers and guests present. Gh 
; . J P Lee Morse, reported that Oakm» 
He has recently completed a field train- plies, announces the appointment the ee I ee on 
. eee om — Plating was a new sustaining membe; La 
ing course, plus “refresher” activities Eugene G. Gwyer as sales engineer for ak ee 2 pomp 
yd ‘ oO 1e valance of $927.14) : 
at the company’s industrial labora- the Michigan-Ohio area, with head- gu 
Pee ' Netroit was left hac the Christmas part, sic 
tories. quarters at Detroit. ae ie es Bet. | | 
Gwyer will assist the six H-VW-M al es, Ae ist ae reported Di 
— . ‘ . . there are now 6 members in the 
H-VW-M Appoints New salesmen in these two states in the ines i hA ES th 
: : etroit Branch A. E. S. 
‘ - i sales engineering of all equipment pro- . th 
Midwestern Field Engineer : : es FEO 
jects involving special attention. He Program Chairman F. EF. Olmstead 
Hanson-Van Winkle-Munning Co., will use his extensive experience in welcomed the members of the Plating be 
Matawan. N. J., manufacturers of pla- conveyor sales engineering by con- Institute of Michigan which comprise in 
ting and polishing equipment & sup-  centrating in that activity. job shop platers whose total produc. fi 
- 






>P ANNOUNCES 
en = Three New , -*/ when the others Sienw 
B Developments | Sole 


aN \ are free? + CUSTOMER LABORATORY 
*FERROLUM ANODES . + PILOT PLANT 


1 Permanently Rigid — Excellent & + ELECTRICAL SERVICE 
e Conductivity — Lighter in Weight + MECHANICAL SERVICE 
— Long Life — Economical. + RESEARCH CORPORATION 


Why buy just one 





























BUY WISELY 
BUY UDYLITE 
PLATING SUPPLIES 
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DZ. “FERROLUM GAS HEATER =MORE THAN A POUND 


Low fuel cost, simple to 
operate, direct fired. Effi- 
cient, compact, economical, 











DIXRIP 





simple to operate and install. 72e WI?PPC 
Sturdy, excellent corrosion Sch RATCH BRUSHES 
resistance. SINCE 1856 


HI 
pie Se 


High efficiency, low steam 3 = 
pressure. Large heating sur- . * 


3 LEAD PLATE HEATER 








face — Economical and effi- 
cient. 





For PLATERS, SILVERSMITHS, JEWELRY MFGRS., makers of 
Watches, Clocks and Electronics and other metal finishers. 
Supplied in straight or crimped brass, steel, nickel silver or 
stainless steel wire in sizes .0025 - .006 and in bristle, fibre or 
Nylon. Special sizes and shapes to order. 


KNAPP M | LLS, INCOR 0) RATED | Write (Dep't. M) on your letterhead for catalog and price ‘ist 
| 


DIXON & RIPPEL, INC. KINGSTON, N.Y. 


*Ferrolum is bonded lead clad steel. 


23-15 BORDEN AVE. LONG ISLAND CITY, N. Y 
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Et 
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‘mar 
nber 
7.04) 
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irted 
the 


tead 
ting 
rise 
lue- 


— 


Keak 


_ over 75% of that farmed out 


higan. 


non 


-. M 
in 
¢).e Nixon, Head of the Electro 


Cher cal Dept. GM Research, was the 
érst -uest speaker whose topic “Plated 
Pri cts on Cars” was very timely. 


Detroit and Pittsburgh are two of the 
more severe areas found for plating 
be akdown of numerous parts checked 
throughout the country. Corrosion, he 
maintained, is more critical during the 
yinter and rear bumpers break down 
before front ones. Corrosion 
eemed to be about the same on copper 
plus nickel as compared to nickel 
directly. Mr. Nixon showed a number 
of slides showing the corrosion results 
found from many years of testing at 
GM Research. 


P. M. Bigge, Head of Research 
Laboratories at Chrysler, was the next 
guest speaker whose topic was “Corro- 
sion of Chromium Plated Zinc Base 
Die Castings.” Mr. Bigge pointed out 
that it was concluded by their tests 
that Detroit was the most critical area 
in winter with the pH measurements 
as low as 3.5 caused by sulphur dioxide 


tests 


in the air combining with moisture 
formed on plated parts as rain or dew. 


The acid condition of the atmos- 
pheric moisture during the Detroit 
winter combines with fly ash, soot and 
dirt which tend to show rapid break- 
down of thinly deposited nickel on 
Slides 


results of 


parts, were shown which in- 


dicated much research of 
both their 


vendors. Contours have an effect on the 


Chrysler and some of 
uniformity of plate. Numerous slides 
indicated that a 
coating of .0012 total plate thickness is 
required to obtain the minimum ex- 


were shown which 


pected performance on zine base die 
cast exterior parts used on cars op- 
the Detroit area. Of this 
total plate, at least half should be 
nickel Mr. Brigge concluded. 


erated in 


Joe Gurski, Quality Control Super- 
visor for Ford Motor was the last guest 
Speaker of the evening. His talk “Qual- 
ity” was in part similar to the previous 
speaker in that surveys made indicated 
that more thickness of plate increases 
corrosion protection. Slides were shown 
of tests made on plated parts on 1941 
automobiles. At this period there were 
no restrictions on metals and plating 
thicknesses maximum. It 


were was 


shown that corrosion increases greatly 


as the age of the car increases. 

Mr. Gurski the 
balance of his talk to the job shop 
members present. He pointed out that 


Moreover. directed 


quality work was expected with the 
manufacturer's standards of thickness 
and salt spray to be adhered to at all 
The 


tioned, that the ear 


times. day will come. he men- 


manufacturer will 
not have to apologize for plating fur- 
nished, and the plater who can furnish 
this will be in a very preferred position 

A lively question and answer period 
followed which indicated the interest 
indicated in a very timely subject. 

Prior to adjournment, the new offi- 
cers for the 1954-1955 period were In- 
stalled. President Borchert. after receiv- 
ing noteworthy applause for his excel- 
lent job during his tenure in office, 
turned over his official capacity to the 
new president, Joe Gurski. Other offi- 
cers installed were as follows: 

Lee Morse, \st. Vice President 

Howard McAleer. 2nd. V.P. 

Robert Racine. Secy.-Treas. 

Fred Olmstead, Education Chm. 

Don Bigge, Chm. Board of Mers. 

Refreshments were served at the con- 
clusion of the meeting. 


J. Drinkwater, Publicity Chairman 











BEAM-KNODEL CO. 


Metropolitan Distributors 
HANSON-VAN WINKLE-MUNNING CO. 





Complete Service for Metal Finishing 


Products Listed Below Available in New York 
Stock With Reasonable Exceptions 


GENERATORS 

Anodes, All Kinds Tallow Nickel Salts 
Brushes Rouge Copper Salts 
Buffs Emery Paste a Kind 

: ~oe dil anks, nds 
Chemicals Clean Plating Barrels 
Tripoli Comp. Emery Polishing Wheels 
Acme White Finish Glue Polishing Lathes 


195 LAFAYETTE ST., COR. BROOME 
Phone CAnal 6-3956-7 NEW YORK 12, N. Y. 











FILTERS 
MAIZO LEA Buffing 
Drying & Polishing 
Materials PRODUCTS 
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You can’t get away from it 


..»Monel’s the metal 
for pickling equipment 







No indeed! You just can’t escape the 
fact that Monel® gives you something 
extra in your pickling equipment. 

Look what you get — 

@ Excellent resistance to corrosion by 
most pickling acids for long life. 

@ High strength, which permits lighter 
fixtures. 

@ Good weldability and workability, 
which make it practical to fabricate | 
any required design. “ 

@ Toughness, which makes it practical oa 
to repair wrought Monel equipment 
for additional service life. 

There may be spots in your pickling 
operation where corrosion-resisting 
Monel can give you the extra toughness 
you need for extra long life — baskets, 
racks, chains, and accessories, for ex- \ 
ample. Write for free copy of “5 Way - 
Savings ... in Pickling.” ©-2% 


THE INTERNATIONAL NICKEL COMPANY, INC. 
67 Wall Street, New York 5, N. Y. 


4 ‘ 4 h 
| _ eal 7 4 “S 


Monel ©. - 
a extra copaocly - a bey a Ate 
PICKLING §— “extra <f i caer 
INCO  cauipment ire : 
155 





Detrex Appoints Christenson 





R. H. Christenson 

William F. 
sales of the Detrex Corporation, an- 
nounces the appointment of R. H. 
Christenson as sales and service repre- 


Vewbery, director of 


sentative of the Chemical Processing 
Division in the East-Central region. 
Mr. Christenson, a graduate of Purdue 
Lniversity with a degree in Metallur- 
gical 


Engineering, has been in the 


division for two and one half years. 








Wyandotte Chemicals District 
Sales Managers Plan Expanded 
Service 


Robert J. Racine, manager of indus- 
trial sales for Wyandotte Chemicals 
Corp., recently outlined plans to the 
company’s 17 district sales managers 
for expanded customer service. Mr. 
Racine was a featured speaker at the 
company’s annual district sales man- 
agers conference. 

In addition to describing several new 


industrial products for water wash 


spray booths and for preparing metal 
for painting, Mr. Racine told of the 





firm’s expanded manufa 
ties for floor absorbent. 
New testing 
panded advertising and 
the service staff were als: 


by Mr. Racine. 


solution 















to our many friends of the 





on your 41st Convention. 


Pres. JOB-FITTED 
SULPHUR PRODUCTS CO., HGR MOM OR 





Greetings 





Edmont Case No. 347: 
Plating small 
(bolts, nuts, fixtures, 
wrenches) unlined rub- 
ber gloves lasted 5 shifts, 
job-fitted coated gloves 


13 shifts. 


a aul 
Bost 
Wishes 


gloves used 


company’s lye 
lasted 2 shifts; job-fitted 
NEOX coated gloves 14 


shifts. 


Cod | 


pieces 


Edmont Case No. 
Handling 1%” rope soaked 
in zine cyanide, in plat- 
ing dept. Previous gloves 
lasted 1 shift, job-fitted 
coated gloves 8 shifts. 


Edmont Case No. 306: 
Ordinary neoprene 
in glass 
room 


Job-fitted gloves wear longer 
in acids, caustics, solvents 





= Edmont 
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- News from Califo vi 


By Fred A. Herr 











Follow the r 


cent dissolutio) 





his partnership wit} 
Walter | 

in the Spence | 
tro - Plati: Lo, 
Los Angeles, \/ 
Crompton has 









chased t! GAs 





¥. Plating Co.. 13)7 
Olympic Blvd., Montebello. Cal, \a, 
of the firm was changed on \aj 
to Milt Crompton & Son and is be; 
operated as a specialty shop i 










cast plating. 

Also effective May 1. Behlendor 
took over as sole owner of Spey 
Electro-Plating Co., the 















211: 


Cost savings averaging 40% to 
70%, as well as reductions in 
lost-time accidents, result 
when old-type work gloves are 
replaced with modern coated 
gloves which fit the job con- 
dition. Tell us your operation 
Without charge, we will se! 
samples of recomme! 
gloves for testing. 


Edmont Manufacturing ©o. 
1276 Walnut St., Coshocton, Ohio 


Leading industrial distribut 
carry Edmont gloves in sto 


June, 
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consist of a general job shop 


wi a 7 
‘ some 25 employees at 528 East 


15) St. Los Angeles. The plant is 
equ pped for cadmium, die cast, barrel 
hra-s. copper. nickel and chromium 
; », anodizing and ball burnish- 
:.. Behlendorf has retained the ori- 
cipal name of the firm, which was 
founded in 1924 by 


Spence. Prior to acquiring ownership 


Clarence S. 


the Spence shop on a partnership 
basis following Mr. Spence’s death in 
1950. Behlendorf and Crompton had 

rated the plant in behalf of Mr. 
Spence for several years. 

Gerald A. Lux of New York. tech- 
nical director of Oakite Products, Inc., 
made a flying trip to California in 
mid-May to preside over technical con- 
ferences of two of Oakite’s California 
divisions. The California 
conference was held at Hotel Roose- 
velt in Hollywood on May 10 and 11, 
and the northern California sessions 


Southern 


at the St. Francis Hotel in San Fran- 
cisco on May 14 and 15. At the con- 
clusion of the San Francisco session, 
Mr. Lux flew to Kurie Dell, N. C., to 
attend the Railroad Corrosion Confer- 
ence on May Ri 18 and 19. He took 


advantage of his presence in Los An- 
geles on meeting night to renew ac- 
quaintances with old friends at the 
May 12 


Branch. 


meeting of Los Angeles 
{merican Electroplaters’ So- 


clety. 


Carl R. Klinefelter, owner of Spe- 
cialized Plating Co.. 2238 Purdue Ave.. 
West Los Angeles. reports completion 
of a factory addition to house a newly 
18-inch 


unit for use in finishing plastic and 


acquired vacuum metalizing 


other non-metallic parts in imitation 
chromium. 

The 48-incher supplements a 24-inch 
unit which the firm has had in opera- 
tion for a year or more and which 
now will be used for experimental 
work and vacuum metallizing on small 
items. 

Specialized also engages in general 
job shop plating and for that purpose 
is equipped with anodizing. cadmium. 
nickel and chromium plating facilities. 
Klinefelter established the company in 
1948 after a number of years service 
with Liberty Plating Co. of Los 
Angeles and Lockheed Aircraft Co. in 
Burbank. Cal. 





— 





a 
FOR ALL / 
WET-BLAST 
EQUIPMENT! 
a 


garnet, etc. 





- %& EASIER TO AGITATE! 
( %& WILL NOT PACK! 


75-5000 mesh range including aluminum 
1 oxide, quartz, silica flour, novaculite, 


4’ Emulsifiers and inhibitors compounded 

ry with the abrasive ... ready to use... 
no additives to buy or mix. 

For use in all makes of wet-blast e ALUMINUM 





R. W. Montgomery, executive vice- 
president of the H. A. 
Co.. Detroit. 
Southern California reeently. He came 
to Los Angeles to confer with execu- 
tives of the Alert Supply Co., Mont- 


gomery west coast representatives, and 


Montgomery 


Mich... was a visitor in 


to conduct demonstrations in the use 
of Mar-Proof 


protective film and 


coating. a combined 


drawing com- 


pound employed to protect finished 


surfaces during stamping, drawing 


and handling operations prior to 


plating. 


H. W. “Bill” Smith of 
Nickel Plating Co. of Los Angeles was 
elected president of the Metal Finish- 
ing Association of Southern California 
for the 1954-55 term. succeeding F. T. 
Henry Klar 
Plating Co. was named 
Behlendorf of 


Spence Electro Plating Co.. 


Cadmium 


Brown of the same firm 
of Chromal 
vice-president. Walter 
treasurer. 
The membership of the association is 
confined strictly to job plating shop 


owners and executives. 


1. Be Pietronicz. 


Promat Division of Poor & Co. in the 


formerly with the 





PICKLING 
PLATING 


HANDLING 


STEEL 


° 
° 
4 
e BRASS 
* 
e@ INCONEL 





KARYALL METAL BASKETS 


for every industrial requirement 


QUENCHING 


° 
© 
e@ HEAT TREATING 
Sb 
e@ DEGREASING 

e 


of any type metal 


STAINLESS STEEL 
MONEL METAL 








equipment. ° P 
| Packaged in sturdy, fiber-board Perforated Metal » Expanded Metal * Wire + Solid Sheet 
information ond drums ... 50 Ibs., just right for a 4 
~ sponse paall ©. single epereting charge. WHATEVER YOUR NEED — WE CAN MAKE IT FOR YOU 
pep ae ara G Avatlatle from stock in afi prin- MAIL TODAY FOR ILLUSTRATED BROCHURE 
* Deve b ‘ihe cipal cities of U.S.amd Camada 0m eee eee . 
rte 2 anh + : -+.Me freight charges. { i 
Pressure-Blast wet- AME 
Seng epripaent, | appress 
| CITY STATE 
| METAL BASKET DIVISION | 
747-5 Windsor Street | KARYALL BODY, INC. 8221 CLINTON RD. @ CLEVELAND 9, OHIO} 
Hartford 5, Conn. a : 
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Chicago area. has moved to Southern Butcher Holds Open House 
California and. effective May 1, joined 
the sales engineering staff of Sund- 
mark Supply Co., Los Angeles. A 
member of Chicago Branch of the 
A.E.S., Mr. Pietronicz is a well-known 
figure in mid-west plating circles, hav- 
ing. prior to his affiliation with Pro- 
mat, operated a plating shop in Chi- 


cago for some 18 years. 


Ralph E. Alexander, formerly a 
process engineer and chief chemist for 
North American Aviation Corp., Inc., 
has joined Los Angeles Plating Co. 
as a process engineer. The firm, which 
is owned by Lawrence Rotollo, oper- 
ates two plants in Los Angeles, with 
the main facility at 6921 Avalon Blvd., 
and offers a complete industrial plat- 
ing service. 

E. W. Williams, plating director of On April 7th, the L. H. Butcher Co. equipment, rectifiers, polishing an¢ 
the Douglas Aircraft Co., was confined _ held open house to the metal finishing cleaning compounds, cleaners and pro. 
to California Hospital in Los Angeles industry on the Pacific Coast. An cessing chemicals. . 
with pneumonia during the latter part overwhelming crowd of 600 inspected This building represents the utmos; 
of April. He was able to return to his — the new $250,000 research and control in industrial architecture on the Wes 
home early in May and on May 12 was laboratory, plating pilot plant, as well Coast and these facilities are in keep. 
reported to be making rapid progress as their new manufacturing facilities ing with the expansion of the mets 
toward recovery. for the manufacture of metal finishing _ finishing industry. 


»RIGHTER || BOUND VOLUMES 


METAL FINISHING 1951 


Barrel Nickel Plating $7.00 Per Copy 
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wi £ h T RU E B RI T E | Book salar Advance 
| METAL FINIS G 
NICKEL BRIGHTENER | 381 BROADWAY . pil N. J. 



































Increase Production 


easy to control . . . cuts down on trouble that 
entails costly delays. 


j It makes a lot of 
Save time 
can be operated at a higher speed. cents to buy the 


Reduce R ey ects most for your dollars + CUSTOMER LABORATORY 
gives unbelievable uniformity of deposit in re- + PILOT PLANT 
cesses . . . brighter, white color. ealibriss + ELECTRICAL SERVICE 
; : . BUY UDYLITE 
Write for FREE bulletin revealing tricks on improving + MECHANICAL SERVICE 
your nickel plating and cutting costs. meee + RESEARCH CORPORATION 


TRUE BRITE CHEMICAL PRODUCTS CO. 
P. 0. Box 31, Oakville, Conn. 
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Vickrey Joins International Electric Division. Vickers. Inc. He is 
Rectifier especially skilled in design and appli- 
a es cation of selenium rectifiers, having 
I D. Vickrey has joined the 


been associated with semi-conductor 
ring department of I/nterna- 


engi hag devices over the past ten years. 

fiona! Rectifier Corp., EI Segundo. A graduate electrical engineer from 

Cal.. as sales and application engineer the University of Southern California. 

for sclenium rectifiers. he is a registered professional engineer 
Mr. Vickrey was formerly assistant jin electrical engineering in the State 

manager for Lee Electric Mfg. Co. of California. and is a member of the 


and. prior to that, was sales and American Institute of Electrical Engi- 
application engineer with Vickers neers, 





BUSINESS ITEMS 











Cireo Appoints Schultz 





















The appointment of Donald H. D. H. Schultz 
Schultz as sales representative in the 
Wisconsin area for vapor degreasers Mr. Schultz has been placed 
| and other Circo metal cleaning prod- charge of the firm's Milwaukee office 
a ucts has been announced by Melville located at 3176 North 8lst St.. tel 
pr Morris, president of the Circo Equip- phone Hilltop 2-4480. in ordet 
ment Company, 120 Central Ave., provide service to customers and dis 
w Clark (Rahway) N. J. tributors. 
Mr. Schultz has been active for the 
te past eight years in the distribution of J. Holland & Sons Moves to 
“ metal finishing equipment and sup- Larger Quarters 
plies in the area of Wisconsin. He is J. Holland & Sons. Ine.. manufac 
- a member of the American Electro- turers and distributors of metal fin- 
platers’ Society. ishing equipment since 1904. announce 
: ey 
' For the Finest in ten ym ts 
D TANKS 
PLATING 
RECTIFIERS | oo win 
- 
A BETTER SOURCE OF DC POWER — TOP-GRADE 
MORE FOR YOUR MONEY LUMBER... | 
Now Lektron plating rectifiers y of 
are available in two types. (1) ‘ 
Lektron Selenium for cool zones, 
or (2) Lektron Magnesium-Cop- 
per Sulphide for the hot, dirty, 
tough jobs. Heavy duty trans- the 
— : formers — husky fan motors — 


built to last. Built-in voltage 
regulation —- meters — or re- 
mote control optional. 

Units operate from minus 40° 
F. to 225° F. at 50 - 50,000 
amperes DC. No failures in units 
working 4 years “round the 
clock.” Investigate ‘““LEKTRON” 
before you buy — get quality of 
product backed by a company of 
integrity at a “price you can 


quality of 


Kalamajoo 


WOOD TANKS 


results from selected tank- 
grade lumber and crafts- 





afford.” manship care in construction. 
COMPLETE ENGINEERING SERVICE OVER That’s why you can get the best 
IMustrated—Model 4045 Plati P Supply. 750 amperes at 12 1 "00— , 
volts DC—1500 amperes at 6 volts DC. For use with 208, 220 or 440 7. from Kalemazeo—whatever your 
Ie doe see ae dé. oe ween ———— ae” wide, TANK BUILDING particular tank needs. Send today 
Pp. ” high. Weight s. Price LOU. EXPERIENCE for free estimates and s esti 3 
SOME JOBBERS AND SALES TERRITORIES OPEN — 
WOOD TANK DIVISION 
ELECTRONIC RECTIFIERS, INC. | 
2102 SPANN AVENUE INDIANAPOLIS 3, INDIANA Kalamazoo TANK and SILO CO. 





634 HARRISON ST., KALAMAZOO, MICHIGAN 
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that they have 
their new home at 


Brooklyn, N. \ ° 


begun moving into 


175 Keap St., 


The new 110,000 square foot mod- 
ern manufacturing plant is located in 
the heart of industrial Brooklyn, a 
short distance from the present Hol- 
land building. The new plant will 
house one of the largest stocks in the 
industry and includes a spacious park- 
ing lot for customers. 


\ccording to Charles Holland, presi- 
dent, the new home will enable them 


to offer complete metal finishing needs 














= 
> new ideas to develop for the ee 
finishing market.’ Our active sales force i y " A 
su nce of volume. Our successful lounching f ~, 
- q@ssural automatics, filters, jal wNSS5 i. 


Phone, wire 
or write 
JOE WAGNER 
Wagner Bros., Inc. 
Midland at Ross 
Detroit 3, Mich. 


THRU WAGNERS 


“WE WANT new products to sell. We want: 





from one source with immediate de- 
livery. 


Pennsalt Chemical Specialties 
Division Announces Key 
Appointments 


Albert H. Clem, president of the 
Chemical Specialties Divsion of the 
Pennsylvania Salt Mfg. Co., has an- 
nounced the appointment of key per- 
sonnel. All appointees to the staff of 
the new operating division are ex- 
perienced Pennsalt executives who 
served previously in similar capacities 
within the consolidated company. 














for wall mounting. 





25 WHEELER ST., 
Kirkland 7-5460 





SPECIAL-New Direct Current Panel Boards 


STOP GUESSING—Know what's going on 
at each plating tank — still or barrel. 

Two (2) meters — one DC Ammeter and 
one DC Voltmeter — 312” face, mounted 
on 2” thick black Transite, 6” 


All DC Voltmeters 0/15V range. All DC 
Ammeters, except 50 amp. size, have 


separate shunts and calibrated leads. (50 
ampere size has internal shunt.) 


Prices on larger sizes on application. 


M. E. BAKER COMPANY | 
CAMBRIDGE 38, MASS. 


x 10”, 


PRICES 
190 amps B33 BUY WISELY 
500: Gmpe. 24:50 BUY UDYLITE 
750 ombs, 32:00 PLATING SUPPLIES 














160 


METAL 


Hy 





Pioneer of a 
WelGH 
better_-way- 


in Plating 


FINISHING, 


Paul C. Hurley, manag: 
tising, will be responsibl. 
tising, sales promotion 
research. In addition. he 
to direct the advertising 
the Industrial Chemicals D 
Sharples Chemicals, Inc. 
E. S. Garverich will serv, 
cal director in charge of! 
service and product develo; 
Richard O. White. form 
intendent of the company’s 
ery, Ala. plant, has been narjed 
duction manager, in which cayacity } 
will direct the manufacturing 4 tivities 
of the new division. 


Herbert H. Geduld Appointed 
by R. O. Hull Co. 


R. O. Hull & Company, |n 
nounces the appointment of Herhe; 
H. Geduld as technical service rep, 
sentative for Detroit and southeaster; 
Michigan. He will make his head 
quarters at the George L. Nanke; 
Co., Detroit distributor, where a yey 
service laboratory is now available fo, 
the increasing number of customers 
in this area. 

A native of Cleveland, Mr. Geduld 


B CORROSION-PROOF 


ERE 
Es 


——~ @ COMPLETE LINE OF 


5 49 
n& atch 
wre? oe 
e TANKS, FLOORS, FUME DUCTS 
AND PROCESS EQUIPMENT 


PROTECTIVE COATINGS... 





CORROSION-PROOF 


MATERIALS + CONSTRUCTION + SUPERVISION 
4844 RIDGE RD 









The CEILCOTE Co. cLevELAND 9, OHIO 
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THE UDYLITE POUND 
2 


+ CUSTOMER LABORATORY 
+ PILOT PLANT 
+ ELECTRICAL SERVICE 
+ MECHANICAL SERVICE 
+ RESEARCH CORPORATION 





— MORE THAN A POUND 
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has merged its Chemical Equipment 
and Plastics Divisions into one. 
George H. Reed, formerly manager 

of the plastics division, has been put 

in charge of the combined hard rubber 

and plastics operations. 

Mr. Reed, who graduated from 

Pratt Institute of Technology as a 

chemical engineer, joined the company 

in 1934, After three years in labora- 

tory and manufacturing operations, he 

became a field engineer for the Chem- 

ical Equipment Division. He was trans- 

ferred to the plastics division in 1947. 

He is a member of the Society of the 

Plastics Industry, Thermoplastic Pipe 

Division, of which he is a member of 

the Executive Committee; Society of 

Herbert H. Geduld Plastic Engineers: \merican Ordnance . 

Association and Thermoplastic Struct- ae Plage 
attended Fenn College. His experi- ures Division of S.P.I. He has a BS degree, is a member of 
ence of five years as chief chemist Piener Situs Gene ite Dencuees epctetiée and also the 


for Hull makes him exceptionally well i Bak ot. AS 


qualified to service plating plants. Emil Pieper has been appointed 
Buffalo representative of the Frederick , . 
; Nathaniel Hall Addresses 
Gumm Chemical Co., manufacturers of : : ; 

finishing equipment and _ cleaning Electroplating Class 


compounds. Vathaniel “Hall, editor of Merat 
As a result of the fast-growing de- Mr. Pieper served in the Pacific area FINISHIN¢ 


Reed to Head Chemical 
Equipment and Plastics Sales 
of American Hard Rubber 


appeared as guest lecturer 
duld velopment of new corrosion-resistant during the war, and later joined the on Monday. April 5, 1954. before the 
materials for the processing industries, Trico Products Corp. as a development 
the American Hard Rubber Company _ engineer before coming with the 


A m2 GREAT NEW PLATING AIDS! 


iS Quick, Easy to Use Amazing 


“ “ ' JIFFY LOOP No. 5 
FREE’ CYANIDE | 
Pi . Surface T 
TEST PENCIL Surface Tension Tester 


sion test in seconds! JIFFY LOOP No 

. ‘ tof | “p " = | 5 provides quick, positive visual con- 

This simple, special alloy enci ™ trol of actual working conditions of 

provides a quick and easy method for oe. eA TING, PICKLING and CLEANING 

= : $ ia solutions at any operating condition 

determining the approximate free cy EB to 200 degrees Fahrenheit. Approxi- 
anide concentration of high speed be . 


‘ ; ‘ . ~. mate range 45 dynes‘cm. Easy Test 
copper plating solutions. The test is a . Directions: 


made by simply immersing the Pencil : eS, GRIND ican loom and tate 
Tip in the bath for 15 seconds: i solution. 


e If the tip of the Pencil becomes | al gale pe en agri + age aleaga ac 
Copper Coated, “free” cyanide is : 7 then vertically. 
Too Low. 3. EXAMINE LOOP — if film is 


* : 7 . J INTACT, surface tension is cor- 
If it retains Clean appearance, Me rect for chosen range. If film is 


“free” Cyanide is Too High. , a — 
canons és ow _ ade proper wetting 
When it becomes Brass Colored, agent. 
te A aS la P 

“free cyanide is in Safe Work JIFFY LOOP No. 5 is completely reliable ‘though it does not replace the 
ing range. De Nouy Tension Meter for laboratory measurements). Made of durable, 
smooth, easy to keep clean polyethylene for lifetime service. Unaffected 
Can be used for several hundred tests at negli- by alkalies, acids and most organics. Packaged in handy vinyl pocket 
. ss f . protector case. Only $1 9838 

gible cost. The Pencil is made ready for testing Ss ; . 
by sharpening the tip in any automatic pencil JIFFY range rhgsinn are available in several ranges. Write us your requirements. 


sharpener. No further preparation is necessary.  POLLACK PRODUCTS C co., 


joint classes of Electroplating con- 
firm. ducted by Louis Serota at the Brook- 

















1628 East Tth | Street, Brooklyn 30, N. Y 
Attractively packaged in a vinyl pocket carry- | Pleose ship prepaid: 


ing case. Only $1.98 each l ouontity Remittance enclosed Send invoice 


sthout carrying case, Onl .50 each “FREE” CYANIDE TEST PENCILS WITH CARRYING CASE @ $1.98 
te ge _ y $1 | “ WITHOUT ” “ @ $1.50 
Mail orders filled promptly. If not rated, send I No. 5 JIFFY LOOP SURFACE TENSION TESTER WITH CASE $1.98 
remittance with order. Use handy coupon. 


POLLACK PRODUCTS CO. fri nome 


1628 East 7th St. Brooklyn 30, N. Y. | address City 


| Nome 
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lyn Evening Technical High School. 
The topic of his address, “Electrofab- 
rication, served es an effective and 
informative approach to the extensive 
industrial applications of electrolytic 
processes. 
broken 
The process of stamping was discussed 
and demonstrated by a sample of a 
master plate for sound recording. The 


The general topic was 


down into several divisions. 


graphic arts, representing reproduc- 
tion, were illustrated with examples of 


electrotyping and 


stereotyping. The 


(Photo by Frank Briganti.) 


application to paper using 


nickel plated iron engraved plates was 


money 


discussed. Electroforming, known in 
its early stages as galvanoplasty, was 
impressively demonstrated with 
samples of black 
nickel screen, and carburetor filters as 
examples of plating on non-adherent 
surfaces or by the “peeling it off 
method.” The copper sheeting process 


copper sheeting, 


was cited as a striking example of 
performing electrorefining, electrofab- 
rication and electroplating in one 


cycle. Electrodeposition as 
tion tool was described wit 

of aircraft spark plug co 
senting this procedure. The 
making metal cast molds 
scribed. Samples of an auto 

a hollow dental impression 
plumbing were exh 
demonstrate this method. | 

on plastic, a string of pla. 

that was plated and a hearijo 
printed circuit exhibi \J 
Hall stressed the fact that . 
filtration is essential for a: 
processes discussed. A rising 
thanks for the fine presenta 


radar 


were 


lowed the question and answer pe; 


William P. Drake Named 
President of Pennsalt’s 
Industrial Chemicals Division 


William P. Drake has been ya 
president of the new /ndustrial Che; 
cals Division of the Pennsylvania §; 
Mfg. Co., it was announced by Georg, 
B. Beitzel, president of the consolida. 
ted company. In his new capacity Mr. 
Drake will be responsible for both th 
manufacture and sale of the firm’s ex. 
tensive line of industrial chemicals, 


Mr. Drake joined Pennsalt in 1934 
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dent trainee while still enrolled 


as 
i Bo: doin College. Following com- 
sletior of training he served succes- 
jvely as salesman, sales supervisor, 
roduct sales manager and general 
ales manager. In 1949 he was elected 
, vice-president of the company. 


For six months in 1952, on loan to 
the government, Mr. Drake served as 
Director of the Rubber, Chemicals & 
Drug Division, Office of Price Stabil- 
zation. He is a director of the Chlor- 
‘ne Institute, Inc., and the Main Belt- 
ing Co. of Philadelphia, and a Vestry- 
man of the Saint David’s Episcopal 
Church of Radnor, Pennsylvania. 


Cowles Holds Sales Clinic 


The Metal Cleaner Department of 
Cowles Chemical Co. of Cleveland held 
its eighth annual sales conference at 
the company’s 


Clay 


Louis), 
general offices last 
month. 

Earl Clark, department manager, led 
discussions on old and new products 
and outlined the company’s future 
sales aims. He was aided by Carl 
Clabaugh, Assistant department man- 
John B. Davidson, 
Cowles’ director of research, 

Company Technical Men in attend- 


Churchill 


Rechlicz 


ager, and Dr. 


Lowe 


ance were (front) George Parisho (St. 
Sayers 
George Woleben 


(Cleveland). 





“Rockwell” Greetings 
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ABRASIVE FOR USE IN 


Compositions and Steel Polishing 
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(Cleveland). and lack Dobson 
York). 


(Cincinnati). 


(Upper New York 
State), President W. F. Huntley, Sec- 
retary-Treasurer W. M. Clossey, Earl 
Clark, Carl Clabaugh: 
Brost (Syracuse Laboratory), Charles 
(Cleveland), Dr. 
Davidson (Syracuse Laboratory), Gene 
(Milwaukee) , 
cock (Detroit), John Cloonan 
ton), Gene Garman (Chicago), Clyde 


Enthone Licenses 
MacDermid, Ine. 


(Rear) Gene 


John 


Inc., Waterbury, Conn. under 


Fred Hitch- 

(Bos- 361 assigned to Enthone, Inc. 
This patent covers a process for 

non-electrolytic stripping of 


Luther Fuelling 


GREATER EFFICIENCY 


(pure fused silica) 
ELECTRIC IMMERSION 
HEATERS 


Available from Stock 


Unusually efficient, VITREOSIL electric 
immersion heaters are the ideal 
choice for heating acid pickling and 
electroplating solutions and other 


acid baths. 


Only the VITREOSIL immersion 
heater features all these important 
odvantages: 


e Increased heat transfer per unit area 
e Greater resistance to chemical attack 


e Molded rubber cap providing efficient 
sealing and facilitating installation 


e Ground wire inside VITREOSIL sheath 
for additional protection 


e Minimum safe immersion depth 
marked on each heater 


U.S. Patent No. 2,654,820 


THE THERMAL SYNDICATE LTD. 
14 BIXLEY HEATH 
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\virreosi)” 
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Haven, Conn.. has announced that 


Bulletin No. 15, 
with specifications 
and prices, sent 
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and other metals. MacDermid now is 
licensed to sell compounds for use in 
this process and, in view of the grant- 
ing of the license, Enthone is discon- 
brought 


against the former a short time ago. 


tinuing the suit which it 


Oakite Reelects Directors 


Four directors were unanimously re- 
elected to the board of Oakite Prod- 
ucts, Inc. at a stockholders meeting on 
April 8. The four, J. J. Basch, manager 
of product research and development; 
David X. Clarin, New York and metro- 
politan 


division manager; Eustace 


Lingle, vice-president: and Charles F. 


Radley, director of publicity will serve 
until 1957. 


Stocker Joins United Chromium 


O. A. Stocker, well known in the 
electroplating field for over 25 years, 
has joined the sales department of the 
Electroplating Division of United Chro- 
mium, Inc. He has now completed his 
training on Unichrome processes and 
materials at the Detroit research lab- 
oratories and pilot plant of the com- 
pany and has assumed his duties. 

Mr. Stocker, who was a 1925 grad- 
uate of the University of Michigan 
with a B.S. Ch. E. degree started his 
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MANUFACTURERS OF ALL PURPOSE 


CLEANRITE 


METAL CLEANERS AND BURNISHING COMPOUNDS 
HAY CHROME SALTS—increases Chrome Throwing Power 
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Distributor for the Best in 
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O. A. Stocker 
career in electroplating as a research 
chemist for the old Dodge Bros. Cor 
in 1926. From 1928 through 1936, by 
worked for Bohn Aluminum and Brass 





Corp., first as a plating research chew. 
ist, later as assistant chief metallurgist 
He joined the Seymour Mfg. (Co. 
1937 where he helped develop a bright 
nickel plating process and was ¢o- 
patentee on several inventions relati: 
to bright nickel plating. While \ 
that company he was promoted 
technical director of the Bright Nickel 
Division. In 1949, he became genera! 
manager of Rufert Chemical Co.. 
manufacturer of nickel catalyst. 


New Industrial Salvage Service 

Aceto Chemical Co., Inc.. Flushing. 
N. Y. has established a new industri 
waste recovery and salvage ser\ 
Its specialists have found uses fo 
many chemical and industrial wast 
products that were previously throw: 
away, such as waste from solvent d 
greasing units (perchloroethylen 
trichloroethylene sludges): — electr 
plating bath sludges containing cad- 
mium, nickel and other non-ferrous 
metals; plastic and rubber scrap ai 
waste products: abrasive dusts. 
This new service is in addition to t! 
previously established service of pu 
chasing surplus chemicals and _ related 
materials from manufacturers 
plants seeking to dispose of suc! 
cess inventory. 

Further detailed information + 
obtained from their main off 
40-40 Lawrence St., Flushing 
N. Y., Telephone No. Indeper 
1-4100. 


Promat Appoints Kahler as 
Eastern Sales Manager 


Promat Division. Poor & Cor 


FINISHING, 


June. 















Harold A. Kahler 


announce the appointment of Harold 
{| Kahler as general sales manager of 
their Eastern division. 

After receiving a Bachelor of Sci- 
ence Degree from Mount Union Col- 
ege, Alliance, Ohio in 1934, Mr. 
Kahler spent three years with Repub- 
ic Steel, Canton, O. and Rotary Elec- 
iric Steel, Detroit, Mich. From 1937 
to 1946 he was associated with the 
Ford Motor Co. Rouge Plant. During 
World War Il. he served as General 
Foreman of Laboratories, Heat Treat 
Dept. of the Pratt & Whitney Aircraft 
Division. In 1946. Mr. Kahler Joined 
the Metallurgical staff of Kaiser-Frazer 
Corp. where he assumed the duties of 
plating consultant and 
liaison engineer. 

Mr. Kahler is a member of the 
{merican Electroplaters’ Society and 


metallurgical 


served on Research Committee Pro- 
ject 15. He is also a member of the 
{merican Society for Metals and the 
{ssociation of Analytical Chemists. 


Knapp Mills to Use Plastics 
for Major Chemical Equipment 
Alfred P. Knapp, president of 
Mills, Inc. of New York. 
world’s largest producer of lead clad 
steel and lead clad copper, has an- 
nounced plans to diversify the 
pany’s operations by also producing 


Knapp 


com- 


large scale chemical and process equip- 
ment from rigid unplasticized poly- 
vinyl chloride. 

In announcing this decision to enter 
into the fabrication of plastics, Mr. 
Knapp said that last year his company 
had undertaken a foreign licensing 
program which resulted in the ex- 
change of American patents and know- 
how for the latest developments in the 
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chemical equipment field in Germany. 
France, and Italy. The survey indi- 
cated that European engineers had had 
great 


success in the production of 


massive and complicated chemical 
equipment from plastics. some of it 
in service as long as fifteen 


Wherever 


years. 
permanently successful 
applications had been developed. it 
was observed that the material used 
was unplasticized polyvinyl chloride. 

Investigation revealed that the use 
of unplasticized polyvinyl chloride in 
American industries has had excellent 
results in many of the simpler applica- 
After 
plastics field in this 
country to be assured of 


tions of this versatile plastic. 
surveying the 
materials 
which will fully comply with or ex- 


ceed the strictest European standards, 
and to make certain that this material 
is produced without the aid of plasti- 
cizers which reduce the corrosion re- 
sistance of the finished equipment. the 
company decided to use Boltaron 
6200. 

have recently been 
concluded with H. \. Hartwell and 
Sons, Ine., international distributors of 
rv 
6200. and a 
as Boltaron 


Negotiations 


known as Bol 
modified fon } 


7200 with exceptionally 


unplasticized 
taron 


good resistance to impact. 


Minnesota Mining 
Appoints Glasrud 
Barrel finishing research and tech- 


nical services have been expanded by 








help cut your polishing costs. 


1660 Summerfield Street 





BUFFS FOR INSIDE POLISHING 


GOBLET BUFFS, TAPER BUFFS, CYLINDER BUFFS, SMALL POLISHING WHEELS, 
RAZOR EDGE BUFFS, and many others for deburring, polishing and grinding any internal 
contour. 


Write for additional information or contact your local dealer. These buffs are 
stocked by many dealers throughout the country. 

We manufacture a COMPLETE LINE OF BUFFS including full disc loose 
and sewed buffs and polishing wheels. Our metal center BIAS TYPE BUFF may 


A post card will bring our complete catalog by return mail. 


BARKER BROTHERS INC. 


ESTABLISHED 1911 





Brooklyn 27, N. Y. 














STICK YOUR NECK OUT. ~ 


LEARN, BEFORE YOUR COMPETITOR DOES, HOW 





ELECTRO-POLISHING CAN HELP YOU 


Electro-Glo electro-polishing con- 
centrates mean savings to you in 
Time, Labor and Production Costs. 
Brightens, smooths and deburrs 
in one simple operation. 


1954 





Copper Alloys ELECTRO-GLO #200 
Austenitic Stainless Steel ELECTRO-GLO +300 
Martensitic Stainless Steel ELECTRO-GLO +400 


Carbon Steel FERRO-GLO +500 
WRITE FOR DETAILS AND NEAREST DISTRIBUTOR 


COMPANY 


1430 S:TALMAN AVE. 
CHICAGO 8, ILLINOIS 
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John Glasrud 


Winnesota Mining and Mfg. Co. of St. 
Paul. makers of “Honite” brand barrel 
finishing chips and compounds. 

A research team offering full scale 
technical services in processing, samp- 
ling, and compound and media prob- 
lems will be headed by John Glasrud, 
newly appointed technical supervisor 





/ AVOID PLATING REJECTS BY 
GETTING CLEAN METAL SURFACES WITH 


PROMAT ACID ADDITIVE 


Promat acid additive is 
actually an accelerator 
—not an inhibitor, It 
assures complete and 
uniform removal of hot 
rolled or heat treat 
scale—rust—or oxide 
film. 


TRY a one-gallon can 
of £7073 in your shop 
—DISCOVER the time- 
saving, money-making 
advantages now! 





as ee 
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Special Trial tins on the complete 
Offer Swift line of metal 
$5.00 finishing and treating 
Postpaid compounds. 
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CHEMICAL CO. 
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of barrel finishing research. Glasrud’s 
responsibility includes quality control, 
improvement and development of bar- 
rel finishing techniques, and develop- 
ment of new types of chips and com- 
pounds, 

Glasrud, 33, who has been with 3M 
seven years, has been a technical su- 
pervisor of the roofing granule re- 
search laboratory. After graduation 
from University of Minnesota in 1943 
he worked in the General Motors re- 
search laboratory in Detroit for sev- 
eral months before serving in the 
Navy as an electronics officer. 


Metal and Thermit Appointments 


Metal and Thermit Corp., New York, 
announces the appointment of Harry 
W. Buchanan, Jr. to the post of sales 
manager, chemical division. Mr. 
Buchanan, a graduate of Rénsselaer 
Polytechnic Institute in chemical en- 
gineering, came to Metal and Thermit 
in 1947. In 1948 he joined the com- 
pany’s chemical sales division of which 
he became assistant sales manager in 
1950. 

Mr. Buchanan will be responsible 
for merchandising the company’s en- 
tire line of industrial chemicals, con- 
sisting in part of materials for elec- 
troplating of tin and tin alloys, and a 
new stabilizer for rigid vinyls which 
is being marketed under the trade 
name of Thermolite. 

Also announced is the appointment 
of Frank J. O’Brien, Jr. as general 
sales manager. Mr. O’Brien, formerly 
manager of the Heekin Can Co. plant 
at Springdale, Ark., came to Metal 
& Thermit in 1951 as manager of its 
scrap division, and has been a vice- 
president since 1952. 

John B. Tinnon, formerly vice-pres- 
ident and general sales manager, con- 
tinues as chief executive sales officer 
of the company with extended activi- 
ties including general administration 
and planning and programming for 
company expansion. 





Wingate Elected Preside, 
of International Nickel 


Henry S. Wingate, vic 
and a director, was elected 
of The International Nick, 
Canada, Ltd., at a meeting of || 
board of directors followin: 


nual meeting of sharehold ).. J), 
John F, Thompson, chairmay of {}, 
board, announced. Mr. Win was 
also elected to membership on || 


executive committee of the compan, 
and to the presidency of its United 
States subsidiary, The Inter; 
Nickel Company, Inc. 

At the same time, F. M. A. Vobley. 
assistant treasurer, was elected treas. 


ilona 


urer of the company and also treasure 
of its United States subsidiary 

Mr. Wingate succeeds Dr. Pau! J) 
Merica. Mr. Noblet succeeds JV illiay, 
J. Hutchinson. Dr. Thompson stated 
that Dr. Merica and Mr. Hutchinson. 
both of whom have attained retire. 
ment age, had asked that they not he 
re-elected as officers. However. they 
will continue as directors and mem. 





Black Oxide finishing for rust resist- 
ance and decorative parts. Speedy 
black coating in water solution with 
no electric current. Permanent black 
finish on ordnance parts, tools, air- 
craft, bearing races. Dazzling black 
decorative finish for television cam- 
eras, business machines, hardware 
metal screens and machine parts. Ex- 
cellent bond for paints and enamels 
Simple one bath operation. Write for 
bulletin H-16. Park Chemical Co. 8075 
Military Ave., Detroit 4, Mich. 











SOMMERS BROS. 


MFG. CO. 
MFRS. OF “BEACON” 


Plating and Polishing Supplies and Equipment 
—Complete Semi and Full Automatic Installa- 
tions—Gold, Silver and Chrome Rouge, Stain- 
less Steel and Satin Finish Compounds—Buffs, 
Polishing and Felt Wheels. 


3439 NO. BROADWAY 
ST. LOUIS 7, MO. 





Truly—Three Great Finishes! ! 


CHROMIUM - UDYLITE 
SHERARDIZING 


For over a quarter of a century build- 
ing and installing portable sherardizing 
furnaces and equipment: metal finishing 
and plating. 

We invite your inquiry. 


THE NATIONAL SHERARDIZING & 
MACHINE CO. 
OFFICE & FACTORY: HARTFORD, CONN. 
Foreign Representatives— 
Oliver Bros., Inc., 417 Canal St., N. Y. City 











ALWAYS KEEP IN MIND 


(1) ELECTROPLATING KNOW 
HOW, the best home study course in 
modern electroplating ever developed: 
(2) WATER AND WASTE CON- 
TROL FOR THE PLATING SHOP 


for platers faced with water and was 


simple, quick and accurate way fo! 
measuring and controlling surface ten- 
sion of plating baths and dips. Joseph 
B. Kushner, Electroplating School, 
Stroudsburg Im, Pa. 
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the executive committee and 
nsented also to continue to 
the company on important pro-- 
cts aiid as consultants to the officers. 
' Dr. Thompson announced also that 
js; a part of the executive rearrange- 
ments. J. Roy Gordon, Vice-President 
and a Director, will transfer from 
Copper Cliff, Ontario, and will make 
his headquarters in New York City. 


bers of 
have 
serve 


Qakite Products, Inc. Add 
Technical Representatives 


Oakite Products, Inc., manufac- 
rers of industrial cleaning and metal 
{nishing materials, have announced 
the assignment of the following new 
technical service representatives: 

Malcolm N. Gray, to the Lincoln, 
\eb.. area; John N. Lee, Miami, Fla.: 
Kenneth L. Oliver, Fort Wayne, Ind.; 
Thomas D. Ellsworth, Grand Rapids, 
Mich.; D. O. Mundale, Asheville, N. 


“pH PAPERS” 


Accurate ph Values 
in a few seconds 
right at the tank. 


Indicator AND control-colors on SAME 
strip. Control-colors in steps of 0.2 pH 
and 0.3 pH. 


Plating ranges (200 strips per box) 


















































Acid: Alkaline: 
*4.8-6.2 pH 6.6- 8.0 pH 
*3,6-5.0 pH 7.3- 8.7 pH 
*2.4-3.9 pH 8.2- 9.7 pH 

1.0-2.8 pH 8.6-11.3 pH 
0.4-1.4 pH 11.0-13.1 pH 






*Electrometric Values in Nickei Solutions. 


















Each range is boxed separately. 


PAUL FRANK 


118 East 28th Street NEW YORK 16 
Tel. MU 9-5286 





C.; Haskell Wilder, LaCrosse. Wis.: 
Lloyd W. Kagley, Knoxville, Tenn.; 
William D. Hudson, Topeka, Kan.; 
and Henry W. Dieter, Youngstown. 
Ohio. 

The new representatives completed 
an intensive, eight-week training 
course at the company’s New York 
headquarters and in the field before 
taking up their new assignments. 


General American Transportation 
Appoints Coscia 

General American Transportation 
Corp. has announced the appointment 
of Charles C. Coscia as the Kanigen 
Division representative for their New 
York office. He formerly was in their 
Turbo-Mixer Division and for several 
years prior was a group leader in the 
research and testing laboratory while 
the Kanigen process was being devel- 
oped. 

Upon graduating from college. he 
was employed by the Pyridium Corp. 
as a research chemist, and worked on 
sulfa-drug development until he en- 
tered the Armed Forces. He served in 
the Army as a second lieutenant for 
three years. Following this he was 
employed by GATC. 

Coscia is a graduate of New York 
University, (class of 1940) with a 
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degree of Bachelor of Science. He is 
a member of the American Chemical 
Society. Kiwanis International and the 
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American Electroplaters’ Society. For 
the past two years, he has been Na- 
tional Vice-President of his college 
social fraternity Alphi Phi Delta. 


McAleer Expands Product Lines 
and Sales Facilities 
\ change in the manufacturing, 
sales and distribution policies affect- 
ing McAleer Manufacturing Corp. and 
Detroit Specialties, Ince., 
was recently announced by C. H. Mce- 
{leer, president of both companies. 


Chemical 


On and after June 1, the products 
of the combined companies will be 
sold and distributed by the McAleer 
Manufacturing Corp. under the trade 
name “McAleer.” Aside from the fact 
that the company markets a_ broad 
line of household, industrial and auto- 
motive polishes, waxes and chemical 
specialties, of particular interest to the 
metal finishing industry are the many 
McAleer 


products. These include a complete 


specialized metal finishing 


line of polishing and buffing com- 
pounds in molded and extruded bar 


form as well as liquid for brush ana 





C. H. McAleer 


One of the newest additions to the 
company’s metal finishing line, is a 
complete range of polishing wheel ce- 
ments, soon to be announced under 
the trade name “Maxso-Grip.” 

Also, now ready for national sale 
and distribution after months of pro- 
duction testing and use, is the McAleer 
“Whirlwind” Ventilated Buff with in- 
terchangeable 


centers and_ variable 


buff it is claimed, permits 


buff inventories 


better, faster. at less cost. \\ 





up to 5 


we are told, are also ava 
permanent steel 


centers a) 


sold and distributed by th {le, 
Buff Company a separate sa| 


established for this purpos: ‘| P 


McAleer Manufacturing Co: ais 


McAleer Buff Company ar ited a 
101 S. Waterman Ave.. [) 


Mich. 


Pennsalt’s Chemical Specialties 
I 


Division Announces Personne} 


Changes 


A. H. Clem, president of the Che; 
cal Specialties Division of the Penns) 
vania Salt Mfg. 
that Alfred H. Pope, formerly a mey 
ber of the Technical Department staff 
has been named product supervisor fo; 


Co., has announce: 


the company’s metal cleaners and wi! 


be replaced by William T. West of th 


Metal Processing Department's sales 
organization. 


In his new position Mr. Pope wil 


be responsible for the company’s sales 





spray applications. 


arbor hole sizes. This new principled and service activities in the meta 
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NICKEL SULFATE 
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PLATING CHEMICALS 
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ARDCO 1; IT! 


THE BETTER ELECTROPLATING EQUIPMENT 
AND SUPPLIES 


If We Don’t Manufacture IT — We Warehouse 
and Distribute IT. 


ARDCO MANUFACTURES 
BUFFING AND POLISHING COMPOUNDS 


ARDCO MANUFACTURES AND DISTRIBUTES 
ENTHONE CHEMICALS 
on ee ee ee 


SOME OF THE LEADERS REPRESENTED BY ARDCO 


F.L. & J. C. CODMAN CO. — Ventilated and Conventional! 
Cloth and Sisal Buffs. 


GENERAL ABRASIVE CO. — Abrasive Grain for Polishing, 
Sandblasting and Tumbling. 


R. O. HULL & CO. — Rohco Brighteners for Cadmium and 
Zinc — Hull Cells. 


LEA MFG. CO. — Greaseless and Spray Compounds — 
Gripmaster Cement. 


RAPID ELECTRIC CO. — Rectifiers. 
re. eee ee: EF CIT 


IF YOU NEED IT — WRITE, PHONE OR WIRE 


ARDCO INCORPORATED 
5000 West 73rd St. 


Chicago 38, I/II. 
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clean s industry, in which field he has 
had « tensive experience. Mr. Pope is 
mnus of Pratt Institute where 
mjored in chemical engineering. 
He joined Pennsalt in 1943 as a mem- 
ber o| its research & development staff. 


\ir. West has been associated with 
the company as sales representative 
for the New York area since 1951, and 
ike his predecessor, is well known in 
the metal finishing field. As a member 
f the Technical Department staff he 
will be concerned with field work and 
liaison with the Research & Develop- 
ment laboratories, manufacturing 
lients, and sales staff. 


Mutual at New Address 


Mutual Chemical Co. of America 
announces the moving of its offices 
from 270 Madison Ave., New York 
16, N. Y. to 99 Park Ave.. New York 
16. N. Y. The new telephone number 
is MUrray Hill 2-3590. 


Diversey Adds to Staff 


Three new D-Men, field representa- 
tives of The Diversey Corp., Chicago. 


have recently completed an intensive 


technical and sales training course and 





have been assigned territories to sell 
prefinishing cleaners and etchers to the 


metal working field. They are: 
Standing (|. to r.) T. M. Jordan 
(Eastern Division) and R. R. Haw- 
thorne (Central Division). 
Seated (l. to r.) A. Lanning, Jr.. 
(Cleveland Division) and 


W. G. Polzin. 








ent in IMPERVITE, 
transfer value. 





31781 AURORA ROAD 


Sager 


IMPERVIOUS 
GRAPHITE 


...- described in new catalog 


IMPERVITE impervious graphite tank heaters are immune to the 
attack of almost all corrosives. They are completely unaffected 
by thermal shock, will not’ contaminate solutions in any way, and 
because of the extremely high rate of thermal conductivity inher- 
these tank heaters provide maximum heat 


Write today for your copy of the new IMPERVITE catalog describ- 
ing plate and bayonet type heaters as well as direct steam heating 
units. 


Srludteiat, free. 





TANK 
HEATERS 


For a 


SOLON, OHIO 
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instructor 


Would you like 
to get extras 
for the dollars 


you spend? 


Brucar Named Distributor 
by American Rectifier 

Brucar Equipment & Supply Co. of 
Hempstead, L. 1.. N. Y.. has just been 
appointed as the Metropolitan New 
York distributor for 


her Corporation's line of 


{merican Recti 
seleniun 
finishing in 


rectifiers for the metal 


dustry according to an announcement 
issued by Sam Heller. American Recti 
fier’s president. 

Brucar Equipment’s Jerry Alter has 
had more than 15 years of experienc: 
in the metal finishing industry. Wit! 
the acquisition of the American Recti 
fier line he will be in a position t 


supply, in addition to his regular lines 


£ 


of plating equipment. chemicals and 


supplies bench type and basic type 


rectifiers, period reverse timers. re 


mote controls and automatic controls 
for plating and allied plants. Alter and 
his associates will be contacting plants 
in Northern New Jersey. New York 
City. all of Long Island. Southern New 
York State and Connecticut for Amer 
ican Rectifier. 

In addition, Brucar has a selection 


of re-conditioned plating machinery 


throughout the 


plants 


available to 





+ CUSTOMER LABORATORY 
+ PILOT PLANT 

+ ELECTRICAL SERVICE 

+ MECHANICAL SERVICE 

+ RESEARCH CORPORATION 


all 
—MORE THAN A POUND 




















If you would, buy Udylite plating supplies. As a 
Udylite customer, you get quality plating products 
with pluses profitable for you. 


The Udylite Customer Service Laboratory is at your 
service to assist in finding the best 
processing your products. Our Pilot Plant will find 
the most economical method of obtaining the finish 
you desire. And our Mechanical and Electrical Service 
specialists are always available for on-site testing and 
servicing of any equipment in your plant. 


materials for 


Combined with the superior plating products devel- 
oped by the Udylite Research Corporation, 
extra services insure perfection results at lowest cost. 
ound that’s more than a pound, Buy Wisely— 
Buy Udylite Supplies. 


these 





THE Udylite corp. + DETROIT 11, MICH. 


169 






























































U.S. Brucar Equipment operates out 
of Hempstead, L. I.. N. Y. Phone: 
HYacinth 8-6122. 


American 


Additions 


American Wheelabrator & Equip- 
ment Corp., Mishawaka, Ind., manu- 
facturers of blast cleaning machines 
and dust and fume control equipment, 
has made promotions in and additions 
to its field sales and service personnel. 


VANTON 


Jerry Alter 





Wheelabrator Makes 
Personnel Advancements, 


In. the 
William A. 














7 





Mass. office. 





Detroit office, game has been appointed t. 


Ilisley was promoted to as service engineer. 
district sales engineer. He formerly 
served as sales engineer in the com- Robert E. Gallatin was ap) 
pany’s home office. In the Springfield, trict sales engineer. Harold 
Sutherland was made district service engin 
promoted to the post of district sales ceed District Service Engi 


In the Indiana office. at ' 


engineer. He formerly was service en- Berger, who has been promot 
gineer in that office. John H. Burlin- home office engineering dep 
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The American delegation to the International Conference at London, England April 21 











NEW YORK BRANCH 








PUMP 
TAMES 


CORROSIVE 
CHEMICALS 







Sponsoring 


FORTY-FIRST ANNUAL 


















ee AL 
rigid-unplasticized PVC 
flox-1-linc. PUMPS 


are designed to handle the toughest corrosive 

chemicals and abrasive slurries. 

The durable precision molded flexible liner and 
the pump body block are the only parts contacting 
the fluid. 

@ No stuffing boxes, shaft seals, check valves, glands 

@ or gaskets to worry about. 

Body biocks in: Polyethylene, Bakelite, Buna N Hard Rubber, 

unplasticized PVC, Stainless Steel. Flexible liners in: Natural and 

pure gum rubber, Neoprene, Hycar, Buna N, Vinyl, Compar and 

Silicone. The wise choice of materials means trouble free, corro- 

sion free service. 

Pump capacities from fractional to 20 gpm. Illus- 

trated booklet on request, as well as descriptive 

literature on complete line of corrosion resistant 
centrifugal pumps, valves, pipe and fittings. 


VANTON 


PUMP & EQUIPMENT CORP. 
EMPIRE STATE BLDG. NEW YORK 1, N. Y. 












A.E.S. CONVENTION 


July 12-15, 1954 























TECHNICAL SESSIONS 
. 
PLATED-WARE EXHIBITS 
. 

SOCIAL EVENTS 
. 

LADIES’ PROGRAM 
o 





Get Your Reservations In Early 


Hotel Statler New York City 
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